~ All Wire Mill Men Are Invited to Attend 
The Wire Assv ciation 


1934 Meeting and Exhibition 


To be held for the first time in New York City, October 1-5, 1934 
in Association With the National Metal Congress 


a ans 


Association Headquarters at Hotel New Yorker 





Every wire mill production executive 
engaged in the manufacture of rod, wire 
and strip, insulated wire and cable and 
the fabrication of wire and wire prod- 
ucts of any kind is invited to attend. 











REDUCED RATE RETURN TRIP RAILROAD CERTIFICATES 
FURNISHED TO MEMBERS OF THE ASSOCIATION 


++ 
If you are not a member--Now is the time to join. 


+O 


Make Your Plans Now to Attend These Meetings 
++ 


FOR DETAILED INFORMATION ADDRESS 


THE WIRE ASSOCIATION 17 East 42nd Street, New York, N. Y. 








T IS expensive and usually unnecessary to have 


‘“pile-up”’ of cemented carbide dies at certain 
sizes! By “pile-up,” we mean an inventory of dies 
which have “run out” on smaller sizes and are now 
idle because of limited production requirements in 


the larger sizes on which they can be used. 


You can avoid these costly “pile-ups”’ of idle dies at 
certain sizes by making a simple analysis of your 
production requirements at regular intervals. This 
analysis provides a basis for the selection of those 
nib sizes which will meet your requirements more 
accurately and economically throughout your entire 


range of production. 


Ask for folder D-434 “Factors To Analyze In 
Determining Carboloy Die Requirements.” There 


is no obligation. 


a. 
—_ ¢ARBOLOY COMPANY, Inc. 


2481 E. Grand Blvd., Detroit, Michigan 








The Mark of CARBOLOY 
Sales and Service 
Chicago Cleveland Detroit 
Newark Philadelphia Pittsburgh 
REG. U.S, PAT. OFFICE 


DRAWING AND EXTRUSION DIES - - - ALL TYPES OF GEMENTED GARBIDES 
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Guesswork is Costly 


THERE 1S NO GUESSWORK IN 
EFFICIENT, ECONOMICAL PICKLING 





GOOD inhibitor, coupled 

with good pickling prac- 
tice takes the guesswork out 
of pickling. 
Good pickling practice with 
the use of a good inhibitor 
insures a saving in acid, a sav- 
ing in metal loss, an elimina- 
tion of hydrogen embrittlement, 
a better finish and improved 
working conditions. 


Grasselli 3 Powder Inhibitor 
properly used ELIMINATES 
GUESSWORK and assures 
efficient, economical pickling 
in your plant. 


GRASSELLI STEEL SERVICE 


Not a name, but a complete all-around laboratory and plant 
pickling service .. . maintained for the purpose of servicing 


ii our products and your problems. We ask you to make use of it. 
Vrvite for 


Interesting "THE GRASSELLI CHEMICAL CO., INC., Cleveland, Ohio 


GRASSELLI...THE ANSWER TO YOUR PICKLING PROBLEM 
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Registry of 


Used Wire Machinery 


Conducted by 


Dunscomb Associates 


BOX 320, C/O WIRE AND WIRE PRODUCTS 


17 EAST 42nd ST., NEW YORK, N. Y. 


We Offer—Subject to Prior Sale—The Following Used Wire Mill Machinery 


No. 237 
Electric Resistance Pointers, 
Capacity .148 


: No. 280 
One Nilson Wire Straightening 
and Cutting Machine, with hori- 
zontal and vertical rolls, 3/16” 
capacity. 


No. 282 
Waterbury No. 1 Straight 
Roll Machines, 

With Spooling Attachment. 


No. 285 
3 Shuster %”, and .” capacity 
by 10’ automatic wire straight- 
ening and cutting machines. 
No. 302 
9 Die Richards 
Continuous Machine 
For Copper Rod 




















WE HAVE 
No. 270 ; 


Tinning Equipment 
For Fine Wire. 





No. 290 


SIXTEEN WIRE 
GALVANIZING 
OUTFIT WITH 12-22” and 
4-18” blocks, horizontal spindle 
type, preferably complete, but 
would consider take-up alone. 





No. 292 


Wanted 
Automatic Four Slide Forming 
Machines 





No. 301 


No. 19 Wire Tubular Stranding 
Machine for 200 to 400 lb. bob- 





ins, also Spooler for same. 





Waterbury stand spooler for 
fine wire. 
No. 321 
Electric Platform Truck 
Capacity 6000 Ibs. 
Platform 41” x 82” x 2214” 
High 
24 Cells Edison A-6 Batteries 
No. 342 
Nilson Power Press B 2 
No. 400 
Twenty head enameling machine 
complete, capacity down to .001. 
No. 401 
Eight head spooler, capacity 
200 Ib. spools, motor driven. 
No. 402 
Hayes electric furnaces, auto- 
matic control, with 32 head 
spooler, for fine wire. 




















No. 403 





Waterbury straight roll fine 
wire machines, motor and belt 
drive. 

No. 406 


Die Reaming Lathe, 
Semi-automatic. 


No. 407 
Two 7 spool horizontal cabling 
machines, Right or Left hand 
lay 1,” to 3”, max. take-up 28” 
x10” with adjustable traverse. 








No. 408 
Barron and Crowther 3. hole 
continuous wire machines, 
ranges from No. 5 rod to 
21 gauge. 








No. 409 
Wire pointers for bench or 
post mounting, 4 to No. 12. 





BUYERS FOR THE FOLLOWING 


No. 314 
Hexagon Netting Machines, 
Small Sizes. 





No. 326 
Wire Bench with 14” Blocks, 
1000 Ibs. Die Pull. 





No. 343 
Light and Medium Punch 
Presses. 





No. 339 
Straightening & Cutting 
Machines, 

Y," Capacity, 20 ft. Lengths. 





No. 360 
Wanted 
No. 1 Tor and No. 1 Universal 
and No. 3 Universal Sleeper & 
Hartley Coilers. 





No. 410 


3arb fence machines in good 
condition, 2 and 4 point. 





No. 411 


A 5-keg nail tumbler. 





No. 381 
Die Reaming Lathe. 





No. 382 
Rivet Machines No. 0 or 
No. 1 Waterbury or Manville. 





No. 383 


Waterbury Cone Machines. 








No. 384 


Florist Wire Machines. 





If You Have Used or Surplus Machinery For Sale, Write for Details of our Plan. 


APPRAISALS *** 


No Charge For Listing. 


STEEL AND NON-FERROUS 


FOR DETAILS WRITE 


+++ 


INSPECTIONS 


Dunscomb Associates 


BOX 320, C/O WIRE AND WIRE PRODUCTS 


17 EAST 42nd ST., NEW YORK, N. Y. 


REGISTRY OF USED WIRE MILL MACHINERY 
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OCCURS IN THE OPTICAL INDUSTRY 


N these modern times, when the utmost in 
service and the utmost in grace must be 
incorporated into one and the same pair of 
spectacles, the Nickel Silver base supplied to 
the optical manufacturer must have an ex- 
ceedingly high coefficient of workability if it 
is to measure up under the severe fabrication 
required. 
Nickel Silver wire for spectacle frames, for 
instance, which is of small diameter in the 
beginning, has to be swedged, bent, flattened, 
rolled, wound and then engraved. In face of 
all this, the finished frame is expected to have 
extreme resiliency and strength, and it does! 


In the manufacture of spectacle temples, a 
rod of Nickel Silver 1 1/3” in diameter and 





12” long, encased in pure gold, is drawn to a 
length of TWO MILES! The result is a gold- 
filled wire of 12/1000” diameter. A flaw the 
size of a pin point in the original rod would 
elongate to a length of three yards. No place 
for anything but quality here! 


The ability of Seymour Nickel Silver to meet 
the exacting demands of spectacle manufac- 
ture is the reason why it has been the choice 
of a large part of the optical industry for 
many years. If you require a 
silver-white alloy of fine ductil- 
ity, capable of extreme resiliency, 
we should like to send you 
samples of Seymour Nickel Sil- 
ver for test purposes. 





FOR 
SERVICE 





THE SEYMOUR MANUFACTURING CO., 62 FRANKLIN STREET, SEYMOUR, CONN. 


sEYMOUp, 


SHEETS, WIRE, RODS 


NICKEL SILVER 


ALSO: PHOSPHOR BRONZE SHEETS, WIRE, RODS : AND NICKEL ANODES 
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Mneereeee 
TORSION SPRINGS 


ORSION springs are finding increased usage in Industry. Old 
production methods must give way when volume is demanded. 





Joo 


a= 


Our Torsion Spring Winding Machines are the fastest, most 
accurate and versatile ever built. They handle wire up to %%” 
diameter directly from the coil and produce from 10 to 50 springs 
per minute, depending on conditions. 








édd 











A recent development is the building of 2 Torsion Spring ma- 
chine to wind up to 70 coils per spring and still allow straight spring 
ends of 10 and 18 inches. One end may be laid across the coil and 
often desired bends may be put into the spring ends automatically. 


Ease of adjustment is retained in all of the five machines in 
this series. If you have a use for Torsion Springs you should not be 
without our Bulletin No. 270 describing these machines fully. 











SLEEPER & HARTLEY, INC. 


WORCESTER, MASS., U. S. A. 
DESIGNERS OF “THE MACHINES THAT PUT THE ‘RINGS’ IN SPRINGS” 

















100 


WIRE 























; WIRE 
AND WIRE PRODUCTS 


A monthly publication devoted to the production of Wire, Rod and Strip 
Wire Products and Insulated Wire and Cable. 


DRAWING—ROLLING — EXTRUDING — FORMING—FABRICATING 


Vol. 9 April 1934 No. 4 


Designated as 


Official Publication By The Wire Association 








Contents 


Lead Cable Sheath Extrusion . By Waldo L. Sherman 


A series of studies of defects which sometimes occur in ex- 
truded lead and the means by which such defects may be 
eliminated. See Page 113 for Index to Tests. 


Successful Safety Practice In Wire Mills , ; : ‘ 
By Hilton E. Wright ‘ 


A description of the general accident control methods which 
enabled the Wire Products Division of the Westinghouse 
Lamp Co. to make an exceptional safety record for the last 
four years. 


Seams For Fourdrinier Wires, Part Ill By Kurt Jahn 


A description of the methods in use in Germany for obtaining 
an endless wire belt for fourdrinier paper making machines. 
The article particularly describes methods of producing vari- 
ous kinds of seams for joining the belt. 


A Review of Recent Wire Patents : : 


Imports And Exports . ‘ ; ‘ ‘ ; 


103 


14 


117 


118 


19 


"Round The World With The Wire Industry . : , 120-121 


Buyers’ Guide. ; ‘ ; . : ; ‘ 131-132 








—ASSOCIATE EDITORS — 
Kenneth B. Lewis, Consulting Wire Mill Engineer 
W. H. Spowers, Jr., Consultant on Galvanizing 
L. D. Granger, Chief Metallurgist, Wickwire Spencer Steel Corp. 
Lancaster, Allwine & Rommel, Consultants on Patent Information 
European Correspondents 
Germany & Belgium 
Paul Fidrmuc 


Great Britain 
A. C. Blackall 
7 Vincent Sq. Mansions 
London, S. W. 1, Eng. 


Sierichstrasse 3, 


Hamburg, Ger. 





R. E. Brown, Business Manager 
Executive and Editorial Offices: 
17 E. 42nd St., New York City. Telephone: Murray Hill 2-4188 





Publication Office: Washington, N. J. 
Annual Subscription, U. S. $5.00, Canada $5.60 
50 Cents a Copy Issued Monthly Foreign, $7.50 


Copyright, 1934 


Kelly Wire Die Corporation 


e 
TANTALUM 
TUNGSTEN 
& 
DIAMOND 
DIES 


. 2 


Kelly Wire Die 
Corporation 


Vascoloy Ramet Agents 


256 W. 31st St.. NEW YORK 

















1934 
Annual Meeting 
of the 
Wire Association 


Will be held at New York, 
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FOR LOWER 
REJECTIONS 


A large wire manufacturer who 
equipped his entire mill with 
Firthaloy Wire Drawing Dies, 
reports that since changing 
from Chilled Iron to Firthaloy 
Cemented Carbide Dies: “We 
are now able to produce wire 
held to a closer tolerance, with 
better finish and rejections are 
so low at the present time that 
record seems incredible.” 


You, too, can equip your mill 
with Firthaloy Dies and elimin- 
ate the profit destroying rejec- 
tions common with chilled iron 
wire drawing dies. 


We shall be glad to send, at 
your request, a representative 
to submit the cost of equipping 
your mill with Firthaloy. 


FIRTH-STERLING 
STEEL COMPANY 


McKEESPORT, PA. 





, 





US. 
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Lead Cable Sheath Extrusion 


By Waldo L. Sherman 


Secretary-Treasurer, John Robertson Co., Brooklyn, N. Y. 





HOSE engaged in the manu- 
facture of products such as 
lead covered cables, rubber garden 
hose, lead pipe, solder wire, lead 
strips and other miscellaneous 
shapes of lead and lead alloys oc- 
casionally find defects in their 
products which are not easily ex- 
plained. Sometimes these defects 
are difficult to overcome and at 
other times they are momentary 
and not of serious consequence. 
A study has been made in an ef- 
fort to determine the cause of 
these defects in the extruded 
metal and to devise means by 
which these defects may be over- 
come or eliminated. 


+ + + 


What Happens in the Extrusion 
Cylinder: 
WO processes of extrusion for 
lead are in general use: 
oe 


(1) Hot Or Poured In Process 


HE first is the hot or poured 
in process in which the molten 
lead is poured into the extrusion 
cylinder and there allowed to 
solidify under pressure before it 
is extruded. This process is in 


A series of studies of defects which 
sometimes occur in extruded lead, 
to determine the means by which 
such defects may be eliminated. See 
page 113 for Index to Tests. 


most general use and is used where 
the most perfect products are re- 
quired, as in the manufacture of 
lead encased power cables and lead 
pipe. 


+ + + 


(2) Billet Or Slug Process 


HE other process is tthe billet 

or slug process in which pre- 
cast billets of lead are conveyed to 
the extrusion press and there put 
into the extrusion cylinder and ex- 
truded promptly without any wait- 
ing time. This process more than 
doubles the productive capacity of 
the equipment and is used in the 
manufacture of rubber garden 
hose and rubber covered wires and 
cables when the lead covering is 
used as a mould in which the rub- 
ber products are vulcanized and 
this lead covering is subsequently 
stripped off and re-melted for re- 
peated use. Other lead and lead 
alloy products are extruded by the 
billet process such as solder wire, 





came lead and_ miscellaneous 
shapes and strips of lead which 
may be used for gaskets, mould- 
ing, etc. 


++ + 


Micro Photographs Showing 
Changes In Structure of Vertical 
Lead Sections During Extrusion 


Test L 


LATES Nos. 224 to 230 inclus- 
ive show a series of vertical 
sections of lead as taken from an 
extrusion cylinder. No. 224 shows 
the structure of the lead in the 
cylinder. This lead was poured 
into the cylinder and cooled under 
pressure, the pressure being suf- 
ficiently great to just start the ex- 
trusion process. 
++ + 
sre Nos. 225 to 230 show 
the structure of the Jead in 
slugs taken from the same extru- 
sion cylinder, but indicating how 
the structure changed as the ex- 
trusion progressed. 
~ + + 
LATES Nos. 220 to 223 inclu- 
sive show the effect of pres- 
sure and partial extrusion on pre- 








cast slugs. In Plate No. 220 the 
slug was cast and put into the ex- 
trusion cylinder and pressure ap- 
plied, but not sufficient pressure to 
produce extrusion. 


+ + + 


LATES Nos. 221, 222 and 223 

show similar cast slugs parti- 

ally extruded indicating the change 

in crystaline structure as the ex- 
trusion progressed. 


+ + + 


Changes in Crystal Formation 


T will be observed from compari- 
son of the two groups of plates 
above ‘referred to that the lead 
crystals are relatively large 
whether the cylinder change is 


cooled under pressure or without” 


pressure, but it must be also recog- 
nized that when the cylinder 
charge cools under pressure, it is 
free from voids or air pockets. It 
will also be observed that the cry- 
stals of lead remain large until 
they are broken up by the flow of 
the metal and that the more the 
metal is worked, the finer the cry- 
stals become. 


++ + 


Flow Lines During Extrusion 


(See Plate No. 292 Page 107 and Plate 
269 Test N. Page 107) 
sata No. 292 is an interesting 

illustration of the manner in 
which a series of discs of wax 
flows through one another as they 
are extruded. 


+++ 


aioe No. 269 shows the same 
effect when discs of lead are 
extruded, although the demarca- 
tion between the discs of lead is 
not nearly as apparent as with the 
different colors of wax. 


+++ 


Charges of Lead Pass Through 
Residue of Previous Charges 
(See Plate 320. 


LATE No. 320 is a vertical 
section taken from an 8” 
liameter extrusion cylinder. The 
lower section of the illustra- 
tion shows the residue or what re- 
mained in the extrusion cylinder 


Page 108) 





TEST L 


Samples were all poured in the extrusion cylinder of a solder wire extrusion 
press; cylinder being pre-heated to 220 degrees Fah. maximum at start and decreas- 


ing to 202 degrees Fah. at 7th slug. 


Lead Used: New Pig of Omaha & Grant, melted in small pot. 


used. 


No lubricant 


Setting pressure of 25 tons was applied to each sample for a period of 6 minutes. 
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TEST L—PLATE 224 


Crystal Structure after applying only the 25 tons 
setting pressure. + + + +> 


after twenty charges of lead had 
been extruded. Then a 6” new 
charge of lead was poured in and 
a 25-ton setting pressure applied. 
It is clearly apparent that the new 
charge of lead did not unite with 
the lead which remained in the ex- 





TEST L—PLATE 225 


Crystal structure after extruding 1 inch. Max. 
Pressure 80 tons. Min. Pressure 75 tons. + 


trusion cylinder. To accomplish 
a perfect union between the new 
and the old charges of lead, it 
would be necessary to apply suf- 
ficient heat to melt the surface of 
the residue. That part of the new 
charge of lead which comes in con- 
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tact with the residue does not 
carry sufficient heat to melt the 
surface of the residue completely. 
Different schemes have been tried 
in an effort to effect a perfect bond 
between the new charge of lead 
and the residue, but so far as is 
known to the writer, none of these 
schemes are sufficiently success- 
ful to encourage their general use. 
+ + + 
ROM the foregoing it will be 
understood and realized that 
each new charge of lead when ex- 
truded must to a certain extent 
pass through the residue of prev- 
ious charges. 
+++ 


Flow Lines In Lead Cable 
Sheath 
LATE No. 237 shows the flow 
lines in lead cable sheath 
which result from the passage of 
a new charge of lead through the 
residue remaining in the lead 
cylinder. 





+ + + 
Residue In Cylinder Retains 
Foreign Matter 
HE results of many tests show 
that the residue in the lead 
cylinder after repeated charges of 
lead have been extruded contains 





TEST L—PLATE 226 TEST L—PLATE 227—Crystal 


Crystal Structure after extruding 2 inches. Max. Structure after extruding 3 an accumulation of much of the 
‘ Pressure 80 tons. Min. Pressure 68 tons. +> inches. Max. Pressure 80 tons. foreign matter or inclusions which 
Min. Pressure 61 tons. + i 
are present in each charge of lead. 
+~ + + 





—_—_— HE principal sources of this 
foreign matter are: 


1—The oxide held in the lead 
which solidifies and clings to the 
extrusion cylinder wall during fill- 
ing of cylinder; 

2—The dross or skimmings 
which form on top of the lead as 





TEST L—PLATE 228 TEST L—PLATE 229 TEST L—PLATE 230 
Crystal Structure after extruding 4 inches. Max. Crystal Structure after extruding 5 inches. Max. Crystal Structure after extruding 6 inches. Max. 
Pressure 80 tons. Min. Pressure 58 tons. + Pressure 80 tons. Min. Pressure 55 tons. a Pressure 80 tons. Min. Pressure 48 tons. + 
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TEST K TEST K Plate 222 e y 
Plate 220 Reduced—Crystal Struc- Plate 221 Reduced—Crystal Struc- ture after extruding 2 inches thru’ 
ture of lead as cast, + + ture after applying 100 tons setting an 8-hole wire die. Each hole 4%” 
pressure. + + + + dia. Spaced on 1” circle. 
it is poured into the extrusion cy- Test P 
linder; ; 
‘ (See Plate No. 566. Page 110 and 


3—The carbonized lubricant 
which may come from the extrus- 
ion cylinder walls or extrusion ram 
surface. 


+ + + 


Inclusions in the Lead 


T must be apparent that any 
substantial amount of inclus- 
ions segregated in the lead will 
cause a weakness at that point. 
It is therefore, important to elim- 
inate so far as possible segrega- 
tions of inclusions. This may be 
best accomplished by eliminating 
in so far as it is possible the pres- 
ence of inclusions because if they 
are present they will accumulate 
at some point or points in the pro- 
cess and pass into the product at 
an unforeseen and unknown mom- 
ent remaining undiscovered some- 
times until it is too late to make 
the correction without great ex- 
pense. 





ing on the floor. 


TEST K 
Reduced—Crystal Struc- 


Plates on Page 10)) 


LATE No. 566 shows a section 
of lead residue taken from a 
point in the extrusion apparatus 
after 101 charges had been extrud- 
ed. In so far as was possible, the 
presence of inclusions was elimin- 
ated and in this residue there is no 
apparent accumulation of inclu- 
sions. 


+ + + 


Test B 
(See Plates on Page 110) 


LATE No. 99 shows a similar 
section of lead taken at the 
same point after a run in which 
ordinary precautions were used. 
The segregation of inclusions is 
clearly apparent. It is the “wash- 
ing off” of parts of such segrega- 
tions into the product that causes 
most serious difficulty. 


Lead Used: Omaha & Grant. 





TEST K 


To determine the Cause of Groups of Small Crystals. 
Each of four slugs were cast in a mold pre-heated to 300-350 
degrees. Fah. Removed from mold and allowed to cool, rest- 


No Lubricant used. 


None of the samples were cut to square the ends. 





With the three samples 
shown in Plates 221, 222, 
223, the pressure was ap- 
plied on the cold slug in a 
cold cylinder. . + 














TEST K 
Plate 223 Reduced—Crystal Struc- 
ture after extruding 6 inches thru 
same die as previous sample. + 


Crystal Formation: 


T has been claimed that if ex- 
truded sections of lead are an- 
nealed, the crystals of lead will 
grow from their broken-up or ex- 
truded sizes to larger and more 
natural crystal sizes and shapes, 
and furthermore, that this growth 
will not cross lines or surfaces 
which contain inclusions of any 
kind. 


+ + + 


Illustrations of Changes in Crystal 
Formations Due to Annealing 


HE following illustrations were 
taken from a_ study of this 
condition: (Test P. Pages 109-110) 
No. 569: Shows the same section 
of lead as 566, after it has been 
annealed and re-etched; the old 
crystals show, with new boun- 
daries of the larger crystals; 


(Text continued on nage 107) 
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TEST N—PLATE 269 


Discs were re-assembled as they were before cutting, corresponding to a line 
drawn along the slug before the cutting. No Lubricant used. Temperature 
ef extrusion cylinder 210 degrees Fah. Setting pressure of 25 tons applied 
until discs were 210 degrees Fah. Maximum starting pressure 60 tons, 
Minimum pressure 55 tons. Depth extruded 2 inches. (The flow of lead in 
through one another as they are extruded. + + + extrusion is similar to that of the flow of wax shown in No. 292). + 





PLATE 292 


Illustrating the manner in which a series of dises of wax flows 





TEST N 
To determine the relative movement of 
the lead in different parts of the extrusion 
cylinder. Slug was cast in a preheated mold, 
removed from mold and allowed to cool on the 
floor. Slub was cut into 7 discs, each 13/16” 
thick. Faces of discs were painted red and 
black so that 2 red surfaces came together 

and 2 black came together. 











(Text continued from page 106) 


No. 595: Same as above, except 
that the section after annealing 
was re-faced and etched; show- 
ing only the new crystal boun- 
daries ; 


No. 564: Shows the lower left- 
hand corner of No. 222, enlarged 
six times, re-faced, annealed and 
etched; showing crystal growth, 
also lines over which the cry- 
stals did not grow. 





TEST N—PLATE 160 


Magnified 2X. Crystal Structure of Cross Section of slug cast in pre-heated 
mold, removed from mold and allowed to cool resting on the floor. oe 


(Text continued on page 108) 
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No. 320—Vertical section taken from an 8 inch dia. extrusion cylinder. See 


text. Page 104. + + + 


(Text continued from page 107) 


Tests On Three Different Brands 
of Lead 
HE following three groups of 
illustrations were taken from 
the test which we made on three 
different brands of lead. 
+ + + 


Brand A. 
Plate No. 441 (Page Ill 
RAND “A”, No. 441, shows a 
vertical section of the residue 

left in the lead cylinder after 74 

charges had been run using ordin- 

ary precaution in regard to in- 
clusions. 

No. 537: Shows the same section 
of lead annealed, re-faced and 
etched and shows the growth in 
crystals. (Page 111) 

No. 546: Lower left-hand corner 
of No. 537 times two. (Page 
112) 

No. 547: Lower right-hand corner 
of No. 537 times two. (Page 111) 

++ + 
Brand No. 2 
Plate No. 570 (Page 112° 


RAND No. 2, No. 570: This 
shows vertical section of the 
residue taken from the lead cylin- 
der after 74 charges had been run 
using ordinary precaution to keep 
out excessive inclusions and with 


+ 





No. 237—Flow lines in lead cable sheath which result from the pass- 


age of a new charge of lead through the residue remaining in the lead 


cylinder. + 


careful lubrication of the extrus- 

ion ram. 

No. 578: The same section anneal- 
ed, re-faced and etched. (Page 
112) 

No. 571: Upper left-hand corner of 
No. 570 times two. (Page 112) 
NOTE: Brand No. 2was a cop- 

per-bearing lead. 

++ + 
Brand No. 3 
Plate No. 457 Page 113) 
RAND No. 3, No. 457, vertical 
section of the residue taken 

from a lead cylinder after 74 

charges had been run using ordin- 

ary care to reduce inclusions and 
with the ram end carefully lubri- 
cated. 

No. 534: The same section sanneal- 
ed, re-faced and etched, showing 
the growth of crystals and the 
flow lines where inclusions ap- 
pear to be trapped. (Page 113) 

No. 535: Lower right-hand corner 
of No. 534 times two; annealed 
once. (Page 113 

No. 561: Lower right-hand corner 
of No. 534 times two; annealed 
twice. (No. 561 proved that the 
specimen shown in No. 535 was 
not completely annealed). (Page 
113 


+ + + . + + 


Bursting Tests 


N an effort to determine why, 
when and where lead sheath 
should fail under internal pressure, 
many bursting tests were run. In 
the production of these samples of 
lead sheath, ordinary care was 
taken to have the lead reasonably 
free from inclusions and care was 
taken when lubricating the lead 
ram. In other words, an effort was 
made to produce what might be 
called ‘commercial lead sheath.” 
The specimens for bursting were 
six feet long and internal hydraul- 
ic pressure was used from accumu- 
lator service. The pressure was 
set so that there would be a time 
element and the time taken to 
burst the specimens varied from 
8 minutes to 800 minutes. None 
of the specimens failed in such a 
way as to indicate the presence of 
excessive inclusions. None of the 
specimens failed exactly in the 
weld. Some of the specimens fail- 
ed in the area of large crystals. 
Some of the specimens failed in 
the area of small crystals. A 
large majority of the specimens 
failed in the region of minimum 
wall thickness. 


(For continuation of text please 
turn to page 110) 
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TEST P 


101 Charges, Pure Lead, Without Lubrication. 8” diameter by 19%” deep Lead 
Cylinder. New 24” lead pot with quick working valve. Speed of extruded sheath, 30 
ft. per minute. 


yen 


ae 














Plate 289—Vertical section thru Plate 293—Vertical section thru lead cylinder, front Plate 290—Vertical section thru 
Lead Cylinder, center to left, at to back over bridge of die-block. + + Lead Cylinder, center to right, at 
center of port-holes in die-block. center of port-holes in die-block. 
3 (Also see Plate 566 Page 110 and Plates 569, 595 and 564, 
—_—— Page 111). we 








TEST P TEST P—PLATE 298 
saa Mensgolacad tase gaa Horizontal section half way below center of die block. + + 
Plate 297 Plate 295 
+ + Horizontal section through center of die block. + + 
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Test P TEST B 


Continued from Page 109 12 Charges, Pure Lead, With Lubrication. 8” diameter 
( i g ) by 19” deep Lead Cylinder. 18” Lead Pot. Coated with 
Oxides. Travel of Lead Ram, 4” per minute. 





TEST P (See Previous Page) 


PLATE NO. 566 (Also Plate No. 294) 





Horizontal section through bottom of die block. —~ > + 7 
Pressure in tons Temperature °F 
1075 Max. 420-390 Top 
800 Min. 350-320 Bottom 


TEST B—PLATE 90 
(Also See Page 111—Plates 569, 595 and 564) Vertical section thru Lead Cylinder Front to Back, over bridge of die-block. 





TEST B—PLATE 99 
TEST B—PLATE 102B Horizontal section through bottom of die block. > + 


Herizontal section through center of die block. + + + 


(Text continued from page 108) 
Conclusions: 


1—The size of the lead crystals 
does not have any apparent ef- 
fect on the strength of the lead 


TEST B—PLATE 138 


Cross-section cf sheath extruded during 
eleventh charge. Top beginning, bottom 





sheath; 
end of charge. . + + 
Temperature °F Pressure in ton 2—When excessive inclusions are 
380-420 Top 990 Max. not present, the sheath will prob- 
ee ee ably fail first at its thinnest 
point; 
3—Lead sheath extruded with or- 
dinary precautions does not show 
any weakness chargeable speci- 
fically to the die-block weld. 
(Text continued on page 112) 
TELE TSE I TIT rer anereenearemennnemES 
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Tests On Brand A Test P 
(Continued from Page 110) 





No. 441—Brand “A” shows vertical section of 
residue left in lead cylinder after 74 charges had 
been run, + 





TEST P—No. 569—Same section of lead as 566, (see pages 109, 110), after it has been annealed and 
re-etched; the old crystals show, with new boundaries of the larger crystals. + + + 





No. 537—Brand A—Shows same section as No. 
441 annealed, refaced and etched and shows the 
growth in crystals. + > 





TEST P—No. 595—Same as 569 except that the section after annealing was refaced and etched. Old 
crystals show with new boundaries of larger crystals. > > + + * +> 





@. 
f LB 





No. 547—Brand A—Shows lower right-hand 
corner of 537 times two. a + + etched, showing crystal growth, also lines over which the crystals did not grow. + > + 
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Test On Brand A. 
(See page 111 and text) 





No. 546—Brand A—Shows lower left-hand corner 
of 537 times two. + + + 


++ + 


(Text continued from page 110) 


4—-Satisfactory lead sheath is pro- 
duced with regular lead encasing 
die-blocks when ordinary pre- 
cautions are taken to reduce in- 
clusions and foreign matter in 
the lead; 


5—Greater uniformity in lead wall 
thickness will mean more uni- 
form strength and greater life 
to the lead sheath; 


6—Better lead sheath will be ob- 
tained if greater care is used in 
its production with especial re- 
gard to: 
a—lInclusions. 
b—Uniformity of Wall. 
c—Extrusion Speed. 
d—Increased Wall Thickness. 
e—Shrinkage or Grip of 
Sheath on Cable. 


+ + + 


HE items not discussed here 
will be given consideration at 
some future time. Those who are 
producing lead covered cables 
scientifically, realize that “greater 
care’ is the essence of “better 
cable sheath.” 





Tests On Brand No. 2 


570 





No. 570—Brand No. 2—Shows vertical section of the residue taken from 
lead cylinder after 74 charges had been run. + + + 














No. 571—Brand No. 2—Shows upper left-hand corner of 570 times two. 














No. 578—Brand No. 2—Shows same section as 570, annealed, refaced and 
etched. + + + + + 


SEE PAGE 113 FOR TESTS ON BRAND NO. 3 
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Tests on 





No. 457—Brand No. 3—Vertical section of residue taken from lead cylinder 
after 74 charges had been run. + * +. a + 


nay 
Pa! 


_* 


4a 


Brand No. 3 





No. 534—Same section as 457, annealed, refaced and etched showing the 


growth of crystals, . + + 


+ . + 





. 585—Lower right-hand corner of No. 534 times two, annealed once. 


No. 561—Lower right-hand corner of 534 times two, annealed twice. a 


INDEX TO TESTS AND MICROPHOTOGRAPHS 


Test L—Pages 104-105. 

Plate Nos. 224, 225, 226, 227, 228, 229, 230. 
Test K—Page 106. 

Plate Nos. 220, 221, 222, 223. 
Test N—Pages 107-108. 

Plate Nos. 292, 269, 160. 
Test P—Page 109. 

Plate Nos. 289, 293, 290, 297, 295, 298. 
Page 110—Plate Nos. 566 (294). 
Also See Page 111. 

Plate Nos. 569, 595, 594. 


Test B—Page 110. 
Plate Nos. 96, 102B, 99, 138. 


Brand A Test—Page 111. 
Plate Nos. 441, 537, 547. 


Page 112—Plate No. 546. 

Brand No. 2 Test—Page 112. 
Plate Nos. 570, 571, 578. 

Brand No. 3 Test—Page 113. 
Plate Nos. 457, 534, 535, 561. 
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Successful Safety Practice 





ITH only a base, a glass bulb, 

and a filament inside, an in- 
candescent mazda lamp appears to 
be a simple device. Yet we must 
call on 17 nations and 24 states of 
this country for the raw materials 
which go into its construction. The 
purification of these raw materials 
and then the molding of countless 
parts into the finished product re- 
quire processes of nearly every 
description known to modern 
manufacturing. 


++ + 


Safety Practice Necessary 


Sgespe wonder then that the job 

of safety supervision in lamp 
manufacture is complex and 
carries a high accident potential. 
In those industries where but one 
or two products are manufactured, 
or where the work is chiefly that 
of assembly, safety practice can 
follow a fairly definite routine day 
in and day out. Our manufacture, 
however, includes some 10,000 dif- 
ferent sizes and types of lamps 
and numerous power, X-ray, and 
control tubes among other sundry 
devices. In a majority of these 
products the design is changing 
constantly and that requires a 
safety practice which must ac- 
cordingly change in order to main- 
tain good safety conditions. 


+ + + 


Sgt so many processes in 
lamp manufacture deal with 
glass products, the majority of 
accidents here occur from break- 
age. For the first ten months of 
1933 the ratio of lost-time to minor 
accidents was 1 to 119 and 33 per- 
cent of these were lacerations, 
mostly from glass. 


By Hilton E. Wright 


Safety Engineer, Labor & Service Department 
Westinghouse Lamp Co., Bloomfield, N. J. 


The Wire Products Division of the 
Westinghouse Lamp Company has 
made one of the outstanding acci- 
dent records of the wire products 
industry---to November 30, 1933, a 
total of 1,366,664 man hours without 
a disabling injury to a worker. The 
last lost time accident of this Divi- 
sion was on April 18, 1931. The fol- 
lowing article by Mr. Wright des- 
cribes the general accident control 
methods for all divisions of the plant 
which enabled the Wire Products 
Division to achieve this remarkable 
safety record. 


| N the past four years the safety 

record of the Westinghouse 
Lamp Company is recorded in 
table A: 





in Wire Mills 





N November 30, 1933 the 

standing of the various divi- 
sions of the Westinghouse Lamp 
Company, based on hours worked 
since the last lost-time accident, is 
shown in the accompanying table. 
(Table B). 


+ + + 


Method of Control 


HE variety of work embraced 

in the manufacture of Mazda 
lamps necessitates a decentralized 
method of safety supervision in 
which each division looks after its 
own accident prevention. The 
Superintendent of each division 
establishes his own method of con- 


TABLE A 





Accident Frequency Rate 
Accident Severity Rate 


Accident Prevention Efficiency .......... 


**__FBleven months of 1933. 





LOST TIME AND DISABLING INJURIES (1) 


1930 1931 1932 1933** 
ae 3.10 1.80 1.59 1.06 
. 0.65 0.12 0.55* 0.03 


ALL ACCIDENTS (2) 
(Minor and Lost Time) 


1930 1931 1932  1933** 
94.00% 96.69% 97.64% 97.36% 


(1)—Rates computed by the recognized method. 

(2)—Based on the number of accidents per 10,000 hours exposure minus the 
resultant rate from 100 which represents a perfect performance. 

“This rate increase caused by one accident resulting in total loss of an eye. 








TABLE B 
STANDING NOVEMBER 30, 1933 





Belleville Base Plant 
Engineering Laboratories 
Wire Products Division 





Time Accident Accident 
Associated Departments General Offices, 
Commercial Engineering, Research 
Laboratories and Service Departments .....1,628,603 4/3/1929 


Incandescent Lamp Div., Trenton ...... 


Equipment & Development Division ...........2,543,037 3/11/1932 
Warehouse—Shipping and Receiving ......... 663,925 9/8/1929 
Special Products—Power Tubes, etc. ... 
Incandescent Lamp Division, Bloomfield 1,004,870 4/10/1933 


Hours Worked Date of 
Since Last Lost Last Lost Time 


. 367,566 5/10/1933 
ee 112,223 8/21/1933 
aoe 183,655 3/27/1933 
1,356,664 4/18/1931 


1,062,489 1/30/1931 
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trol. Though the procedure in 
each division may differ in detail, 
it parallels the following general 
classification : 


1. Investigation by the super- 
visor and his personal report 
to the Superintendent. 

2. Investigation of certain accid- 
ents by the Assistant Super- 
intendent or other person in 
the operating division charg- 
ed with the prevention of 
accidents. 

3. Investigation conducted by 
the Labor and Service De- 
partment of certain types of 
accidents. 


+ + + 


AFETY inspections throughout 
the plant are the function of 
division committees appointed by 
the Superintendents to whom they 
report and from whom they receive 
instructions. Following an inspec- 
tion tour, a written report, signed 
by the Chairman of the committee 
is submitted to the Superintendent. 
He adds his comments and then 
files the original report for periodi- 
cal examination by the Labor and 
Service Department. Periodical 


DIV. 312 
DIV. 325 
DIV.330 | 
DIV. 313 - 
DIV. 307 
DIV. 315 
DIV. 302 
DIV. 308 


DIV. 301 © 
LAST. IW 2A 


1 
2 
3 
| 
ss) 
6 
qT 
8 
9 





inspections of each division, ex- 
amining the premises, equipment, 
and a review of all records pertain- 
ing to safety, are conducted by the 
Labor and Service Department. 


+ + + 


Supervising Committees 


S the supervision of safety 

within the divisions is the 
function of committees, so is that 
for the entire plant. There are 
two main committees performing 
this work, namely, the Managing 
Committee and the Safe Practices 
Committee. 


+ + + 


The Managing Committee 


HE Managing Committee con- 

sists of five men in an execu- 
tive or technical capacity. It meets 
monthly to pass on matters of 
policy. The Safe Practices Com- 
mittee is composed of Assistant 
Superintendents and Department 
Managers. It also meets monthly 
and discusses operating safety 
problems, exchanges ideas, and 


An illuminated board at the main gate of the Bloomfield Works reminds all workers where ~_ 
+ 


division ranks in company safety. 


reviews the unusual and the lost- 
time or disabling injuries. 


+ + + 


Labor and Service Department 


os epee eccapheisagpel the function 
of these two committees in 
dictating the general safety policy, 
the Labor and Service Department 
renders the divisions a consulting 
service on matters pertaining to 
safety. It also conducts surveys 
and investigations into various 
manufacturing processes and 
equipment that present a hazard, 
and studies tthe safe performance 
of operations with the aim of :— 
1. Preventing personal 
and property damage. 


injury 


2. Minimizing or removing ex- 
posure to occupational dis- 
eases. 


+ + + 


Fixing Responsibility 


UPERINTENDENTS are re- 
sponsible for the conduct of 
their divisions and the safety of 
their employes. Rigid investiga- 
tion is made to fix the responsi- 
bility. If it is not clear where to 
fix the responsibility, or if it is 
shown that the conduct of the 
division was not in accordance 
with good practices, the Superin- 
tendent may be requested to ap- 
pear before the Managing Com- 
mittee. Such procedure is left to 
the discretion of ithe Chairman of 
the Committee. 


a AS. dae 


Employee Cooperation 


HILE an efficient safety 

organization must first of all 
be maintained in any factory be- 
fore accidents can be kept at a 
minimum, the attitude of the em- 
ployes themselves is of indisput- 
able importance. In the Westing- 
house Lamp Company experienced 
operators or inspectors are trained 
to teach new employes. The As- 
sistant Superintendent or perhaps 
the Department Supervisor will 
take the new employe in hand and 
explain the Management’s attitude 
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toward safe workers and what is 
expected of new employes as safe 
workers. + + + 
OST of our accident preven- 
tion efforts are directed at 
supervision but methods of creat- 
ing interest in safety are given 
due consideration. Bulletins of the 
National Safety Council are dis- 
played on standard bulletin boards 
in each division. The “Lamp 
News”, a publication for employes, 
devotes editorial space to the sub- 
ject of safety as a means of arous- 
ing employes’ interest. Every year 
during the New Jersey State-Wide 
contest each division stages an 
inter-departmental contest of some 
description. Experience has shown 


that these contests are a powerful - 


influence in stirring up employe 
interest in safety. 
++ + 
Effectiveness of Work 

HE effectiveness of this work 

may perhaps be measured in 
the condition of accident prone 
employes. The results of a study 
made in the Westinghouse Lamp 
Company in 1931, and presented 
before the New York Safety Con- 
ference in 1932, disclosed that not 
one of the ten having lost-time 
accidents, had a lost-time accident 
during the previous two years. Six 
had not had even a minor accident 
during the previous year. 

+++ 

A FURTHER ~ examination 

which included a study of the 
minor accident records of 2,800 
employes showed that only one- 
fourth of one percent might even 
be classed as prone to accidents. 
Subsequent studies by the Labor 
and Service Department at Bloom- 
field, support the contention that 
proneness to accidents is not a 
serious factor in lamp manufactur- 


ing. +++ 
Some Practical Protective Methods 
Established 


HEREVER possible, protec- 

tive equipment is provided as 
a permanent fixture of a machine. 
An eye shield, fastened to or built 
in machines, and goggles provided 
where the work sometimes results 
in flying glass and wire, are some 
of the protective means adopted to 
minimize accidents. Gloves are 


i 





A special-built, combination truck and gas cylinder holder enables one man to drain heavy gas cylind- 
= 7 2 + + - + = + + 


ers in safety. 


provided as a protection against 
heat and broken glass and respira- 
tors supplied for operations where 
glass dust is prevalent. 
+ + + : 
S a protection against ex- 
plosion at the position where 


r: “lstapathon ; 
AMEMICA® SPLYF NES 8 CHEMICAL 
‘ CORPONATIGN 

: pi fess - 1 


Sis racer Maas 


ee 
coll 


ee 
SS - 





acetone is sprayed on the inside of 
the bulbs to provide a coating for 
photoflash lamps, the equipment is 
provided with protect-to-seal, an 
anti-flash-back shield. The equip- 


(Please turn to page 128) 


a +d 


HEAVY ¥ § 


vacuon OIL 


Before oil barrels were placed over galvanized drip pan numerous minor accidents occurred from work- 
+ + 


ers slipping on oily floor caused from drippings. 
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Seams for Fourdrinier Wires 


By 





Special Seam No. 19 


HE special seam shown in photo 

19 iis a welded or soldered seam 
in which the protruding warp ends 
are face-welded against a separate 
weft wire which forms the junc- 
tion between the two ends of the 
belt. The advantage of this seam, 
as compared for example with No. 
18 is that it leaves all mesh open- 
ings of the same size and there- 
fore does not disturb drainage in 
any degree. 

+ + + 
S shown in the photo, the warp 


wires at each end of the fabric 
stand out from the last weft wires 


by an amount designated as 
“7”, They are soldered or welded 


to the face of a separate wire “‘f’’. 
This wire is of a harder stock than 
the other weft wires. Any projec- 
tions left by the welding or solder- 
ing are hammered down fiat. 


+ + + 


Special Seam No. 20 
e making this seamless joint the 
last weft wire is removed from 
one end of the fabric, the project- 





Abb. 2 











M44" 





Part III 


Kurt Jahn, Sallfeld, Thrg. Germany 


A description of the methods in use 
in Germany for obtaining an endless 
wire belt for fourdrinier paper making 


machines. The article particularly 


describes methods of producing var- 
ious kinds of seams for joining the 


belt. (Continued from February) 
Cree AS > SS 


ing warp wire ends are spread by 
means of a special tool, and the 
fabric ends are brought together 
in such a way that these project- 
ing warp wires embrace the last 
weft wire of the other end of the 
fabric. They are bent around this 
weft wire and all the warp wires 
are then soldered to this common 
weft wire. This joint affects drain- 
age only very slightly. 


++ + 
Special Seam No. 21 


HIS seam is in effect the same 
as No. 20 but the process of 
securing it is somewhat different 
and the general effect smoother, as 
it is not necessary to open up the 





warp ends. The last weft wire 
Fig. 
q : 
: 
: 43 

















woven into the one end, which is 
to be removed, is somewhat coarser 
and larger than the normal weft. 
Naturally, it crimps less, and its 
removal is more smoothly accom- 
plished. Furthermore the warp 
ends ‘are now sufficiently spread to 
embrace the weft wire of the op- 
posing end of the fabric without 
the use of a spreading tool. 


++ + 


HE warp ends are pressed down 

smoothly around the common 
weft wire and are then soldered 
or welded to it. The photo shows 
the steps in the making of this 
joint. Fig 1 shows in cross-sec- 
tion the sheared ends of the fabric, 
one of which has its last weft wire 
coarser than normal. In Fig. 2 
this coarser wire has been remov- 
ed. Figs. 3 and 4 show the com- 
pleted joint. 


++ + 


Special Seam No. 22 
HIS is another seamless joint, 
similar to Nos. 20 and 21, but 
secured in still another way. The 
(Please turn to page 126) 





Abb: 7 
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A Review oF Recent Wire PATENTS 





No. 1,943,445-1,943,447, RESILIENT 
TENSIONING WIRE FABRIC, Pat- 
ented January 16, 1934, by Arthur A. G. 
Land, Chicago, IIl. 

These patents cover a chain link wire 
fabric in which the number of the longi- 
tudinal rows of the resilient tension 
mesh sides or legs may be varied so as 
to afford varying degrees of strength and 
resiliency to the fabric. 

+ + 


No. 1,943,818, APPARATUS FOR 
COATING WIRE, Patented January 16, 
1934, by Charles B. Fantone, Lyndhurst 
and Reuben M. Jameson, Teaneck, N. J., 
assignors to Syncro Machine Company, 
Arlington, N. J., a corporation of New 
Jersey. ° 

In this coating apparatus, the wire 
passes thru the reservoir without bend- 
ing. 
servoir thru which the wire passes and 
prevents surges of the coating material. 

> > 


No. 1,943,977, INSULATED CON- 
DUCTOR, Patented January 16, 1934, 
by Joseph A. Kennedy, Pawtucket, R. 
I., assignor to Anaconda Wire and Cable 
Company, New York, N. Y., a corpora- 
tion of Delaware. 

No rubber insulation is employed in 
this conductor. A number of independ- 
ent varnish impregnated wrappings of 
paper are wound about the wire core and 
are adhesively united. There is an outer 
finish coating of lacquer on the outer- 
most wrapping, with the wrapping be- 
ing non-adherent on the core so that the 
wrapping may be easily stripped there- 
from. 

+ + + 

and 1,944,004, ELEC- 
TRIC CABLE, Patented January 16, 
1934, by William A. Del Mar, Green- 
wich, Conn., assignor to Habirshaw 
Cable and Wire Corporation, New York, 
N. Y., a corporation of New York. 

The inventions lie in the provision of 
oil channels so disposed that the cable 
may be coiled and straightened without 
disrupting the covering. 

+++ 

No. 1.944,142, MACHINE FOR 
WRAPPING WIRES, Patented January 
16, 1934, by Adrian O. Abbott, Jr., 
Grosse Pointe Park, and George K. Mc- 
Neill, Detroit, Mich., assignors to Morgan 
& Wright, Detroit, Mich, a corporation 
of Michigan. 

More specifically, the machine is 
adapted for placing a paper ring around 
the ends of rings of wire used in making 
beads for tires. 


+-~ + + 

No. 1,944,273, LUBRICATING COM- 
POUND, Patented January 23, 1933, by 
George Stanley Rutherford, Riverside, 
Ill., assignor to Western Electric Com- 
pany, Incorporated, New York, N. Y., 
a corporation of New York. 

This lubricating compound is stated 
to be particularly adapted for wire draw- 
ing and comprises about one part of a 
soluble alginate (preferably sodium 
alginate), four parts of Tallow, two 
parts of soap and one hundred and 
ninety-five parts of water. 


No. 1,944,003 


A tube is positioned within the re- | 


Complete Descriptions and Drawings 
of Patents May Be Had for 25 cents. 
Address, Wire & Wire Products, 17 East 
42nd St., New York. 





No. 1,944,581, COIL WINDING MA- 
CHINE, Patented January 23, 1934, by 
Edward Snyder, Fort Wayne, Ind., as- 
signor to General Cable Corporation, 
New York, N. Y., a corporation of New 
Jersey. 

The invention covers control 
for a coil winding machine. 

+ + + 


No. 1,944,634, CABLE, Patented Janu- 
ary 23, 1934, by Carl P. Brodhun, Wilkes- 
Barre, Pa. 

This cable dispenses with the cus- 
tomary metallic protective sheathing and 
winding without, however, losing its 
ability against weathering. 

+ + 

No. 1.944.786, PAPER WIRE ROPE 
CENTER, Patented January 23, 1934, 
by Milo C. Dodge, Auburn, N. Y., as- 
signor to Columbian Rope Company, 
Auburn, N. Y., a corporation of New 
York. 

This wire rope center is composed 
essentially of a number of paper units, 
one of the units constituting a covering 
for the remaining units, with the re- 
maining units being individually twisted 
in one direction and the covering unit 
being spirally wrapped around the re- 
maining units in the opposite direction 
and so constituting a tubular casing for 
the enclosed units. 


means 


+ + + 
No. 1,944,822, METHOD AND MA- 
CHINE FOR COATING CABLES, 


Patented January 23. 1934, by William 
W. Church, Stratford, Conn., and Wil- 
liam C. Robinson, Sewickley, Pa., as- 
signors to National Electric Products 
Corporation. New York, N. Y., a corpor- 
ation of Delaware. 

This machine is provided to apply a 
stearin pitch coating to asphalt-satur- 
ated fibrous covering of insulated wire, 
the arrangement of the machine being 
such as to minimize the tendency of the 
asphaltic saturant to remelt and run 
into the pitch during application of the 
pitch. 

+ + + 
No. 1.945.764, HIGH TENSION 
SUBMARINE CABLE, Patented Febru- 
ary 6, 1934 by George Zapf, Cologne, 
Germany, assignor to Felten & Guil- 
leaume Carlswerk Actien-Gesellschaft, 
Cologne-Mulheim, Germany. 

In the construction of this cable, the 
inventor eliminates lead sheating, using 
a rubber outer coating, freed of water 
soluble and water containing constitu- 
ents, and adding a coating of paraffin 
to the rubber outer coat. 

a 

No. 1,945,851, WIRE COATING MA- 
CHINE, Patented February 6, 1934 by 
Orville F. Freeland, Muskegon, Mich., 
assignor to Anaconda Wire and Cable 
Company. New York, N. Y., a corpor- 
ation of Delaware. 


More specifically, the invention re- 


lates to electric conductor wires cover- 
ed by a coating of varnish or enamel, 
the machine being particularly adapted 
to provide a coating uniform in thick- 
ness. 
+ + + 
No. 1,946,190, CABLE, Patented Feb- 


ruary 6, 1934 by Carl P. Brodhun, 
Wilkes-Barre, Pa. 
The construction of this cable com- 


prises a wire conductor having a num- 
ber of layers of insulating and water- 
proofing material about it, and strips of 
stiff bendable rubber compound having 
longitudinally arranged ‘wires embed- 
ded therein and wound around the in- 
sulating material to armor the cable. 


No. 1,946.322, COMPOSITION FOR 
THE IMPREGNATION OF CABLE IN- 
SULATION, Patented February 6, 1934 
by George F. Kennedy, Wilmington, 
Del., assignor to Hercules Powder Com- 
pany, Wilmington, Del., a corporation of 
Jelaware. 

It is stated that this composition is 
particularly applicable to paper casings 
and comprises an unoxidized abietic 
acid and hydrocarbon oil. It is stated 
that the composition is an anti-sludge 
one, 

++ + 

No. 1,946.331, INSULATED ELEC- 
TRICAL CONDUCTOR, Patented Feb- 
ruary 6, 1934 by Beauford H. Reeves, 
New Haven, Conn., assignor to Rock- 
bestos Products Corporation, a corpora- 
tion of Massachusetts. 

The object of this invention is to pro- 
vide a conductor incapable of evolving 
an inflammable or explosive gas at 
elevated temperatures, the wire conduc- 
tor being insulated by a coating con- 
sisting principally of asbestos impreg- 
nated with sodium silicate, the concen- 
tration of the sodium silicate progress- 
ively decreasing from the interior to the 
exterior. 


<= < 

Reissue No. 19.074. WOVEN WIRE 
CONVEYER BELT, Patented February 
13, 1934 by Harold A. Wadman, West 
Hartford, Conn., assignor to Hartford- 
Empire Company, Hartford, Conn., a 
corporation of Delaware. 

This belt assembly includes alternate- 
ly arranged transversely disposed heli- 
cal right and left hand wound wires 
with connecting wires interposed be- 
tween and meshing with each turn of 
the other wire and so formed that when 
the conveyor is assembled for use it 
presents a supporting surface for ware 
made up of portions of the turns of all 
the wires. 


+ + + 

No. 1,946.870 HELICAL SPRING 
COILING DEVICE, Patented February 
13, 1934 by William H. Moon, Muncie, 
Indiana. 

In this spring coiling device a man- 
drel is provided having a larger diam- 
eter at one end than at the other with 
a sleeve surrounding the mandrel. 
Spring wire guided between the man- 
drel and the sleeve at the large end of 
the former and is wound about the man- 
drel by the sleeve which rotates. 
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Exports and Imports of Wire 





Exports of Iron and Steel Wire Products in Jan. 1934 and Jan. 1933 
(In gross tons) 





Jan Dee. Jan. 
1934 1933 1933 
ME MME Sho ore ctusaNacie skate ateede gs eseeaeeus 7,011 3,210 711 
Hoops, bands and strip steel 2.06 cciiccwececccccess, 2OUl 1,871 944 
Plain black or galvanized iron or steel wire ........ 3,518 3,346 390 
Barbed wire and woven wire fencing .............. 2,325 3,545 892 
eh WORE GERNOT CAGE ose Sine yea ace oe ce eee ae 36 98 40 
PIE ONIN 550. 65 5 CoN ak ata dep ahs Aik anaes Sod, 8 a eee we 284 232 107 
Insulated iron or steel wire and cable—see analysis below 
Other wire and manufactures ..............cceeeees 70 316 173 
NS NI as sos chs BEG rsa Sadie ss OWA nea Oo dea 866 1,115 601 
MEE EEE wanda a 6 45a t nt GME LA RE RWEEE EEO SEO ED RICS 30 43 30 
Other nails, including staples .................04. 213 272 121 
3olts, machine screws, nuts, rivets and washers .... 424 441 185 
Total, these 11 classifications ...............6.- 18,078 14,489 4,194 








Imports of iron and steel wire and wire products into the United States 
(In gross tons) 




























Concrete Reinforcement bars ............0.0 cee eee 46 116 266 
Hollow bers and drill steel .......600 cetcesccscccesene 61 102 87 
DOCTOR BUCEL ARMED: sea sok 6 BOs Aiea eeed Oe canenees 1,033 2,082 1,664 
IE, ON cos 5 bb ds nih 9 Cle ao 6.9.9, 6d Ben b SUE e S50 COE 06 00 747 1,143 1,195 
BONTRIL, a ao 6 5 09d.0 18282606058 4S 9 9a Soe wa od eer bel ae 1,549 1,385 Pre a 
Round iron and steel Wire 2.6.6 cevceseccscceccees 258 192 155 
Telephone and telegraph wire .............-005 one 1 1 16 
Flat wire and strip steel ...............00% ser 49 134 65 
Wire rope and strand 145 201 127 
Other wire ....... 2 111 225 
Hoops and bands 823 1,267 1,445 
Nails, tacks and staples .............. ; 605 324 1,007 
Bolts, nuts ABBA TIVES: 2c ccicicesccess Has ieseesscnese 28 27 20 
Total, these 13 classifications .................. 5,847 7,085 7,990 
e 
Exports of Insulated Wire and Cable 
JANUARY, 1934 

Lbs. Value 
Insulated iron or steel wire and cable ..............ccceeceeee 1,103 $ 236 
Rubber covered wire ..........-s-ee0- . .229,609 47,241 
Insulated copper weatherproof wire . . .167,956 23,726 

Wire and cable telephone cable ..... 5,321 1 


Other insulated copnver w.re 
Nickel-Chrome Electric 
Total, 


these 6 classifications 









beddet id Peewewebons 647,984 
* Does not include shipments made to Alaska, Hawaii or Porto Rico. 





,324 
45,080 
40,452 


. 197,576 


46,419 


$158,069 








XPORTS of iron and_ steel 
products in January, 1934 
totaled 178,023 gross tons. 
+ + + 


Y comparison with the export 

trade of January, 1933, the 

1934 exports were more than three 
times as great. 


+ + + 
MPORTS were sharply reduced, 
totalling 22,653 tons which was 
the smallest import trade for any 
single month since March, 1933. 


ah ee 
HE decline in the export trade 
was entirely in shipments of 
scrap iron and steel, this decline 
being more than double the drop 
in the total exports. 


+ + + 
IRE rods doubled consider- 
ably their export strength. 

+ + + 
HE drop in imports resulted 


from reductions in such items 


as pig iron, ferro-manganese and 
structural shapes. 


+~++ 
HE month’s principal market 
for exports was Japan, whose 
total of 64,417 tons included 51,765 
tons of iron and steel scrap and 5,- 
734 tons of wire rods. The United 
Kingdom took 17,682 tons of scrap, 
the other major item being hoops 
with 409 tons. Among Canada’s 
purchases during the month were 
2,081 tons of steel bars and 1,348 
tons of cold rolled strip steel. 
China purchased 1,236 tons of 
scrap, 1,120 tons of wire rods and 

5,382 tons of tin plate. 

++ + 
MONG the imports during 
January an unusual note was 


sounded by the receipt of 5 tons of 
welded pipe from Japan. 


++ + ; 
ARBED wire, amounting to 1,- 


549 tons was imported prin- *'_ 


i 


cipally from Germany, while all of 
the scrap received, amounting to 
1,160 tons came from Canada. The 
bulk of the merchant steel bars re- 
ceived, amounting to 1,033 tons 
came from Belgium (620 tons) and 
Sweden (260 tons). 
+ + + 
XPORTS of iron and steel wood 
screws during January total- 
ed 39,613 gross, valued at $8,236. 
Of this total the United Kingdom 
took 9,583, valued at $4,792; Mex- 
ico, 4,281 valued at $240; Uruguay, 
6,461 valued at $572; Cuba, 3,892 


valued at $359; China, 3,000 
valued at $300; Venezuela, 2105 
valued at $304; Ecuador, 2,250 


valued at $266. 
+ + + 
XPORTS of brass wood screws 
totaled 6,713 gross valued at 
$1,914. Of this amount Uruguay 
took 2,269 gross; Panama, 714 


gross; Argentina, 826 gross; 
Philippine Islands, 540 gross. 
+ + + 


MPORTS of wood screws during 
the same period amounted to 
nothing. There were none. 


+++ 


Review of Recent Wire 
Patents 


(Continued from page 118) 


No. 1,947,974, APPARATUS FOR 
INSULATING AND WRAPPING 
TIRE HEAD WIRE, Patented Febru- 
ary 20, 1934 by Harold A. Denmire, Ak- 
ron, Ohio, assignor to The General Tire 
& Rubber Company, Akron, Ohio, a 
corporation of Ohio. 

By the use of this apparatus, rubber 
tape is formed by passing regularly 
spaced parallel wires through an ex- 
truding machine and by which the tape 
is wrapped with an exterior holding 


strand. 
+ +--+ 


No. 1,948,241, ELECTRIC CONDUC- 
TOR, Patented February 20, 1934 by 
Edwin J. Schneider, Jamaica, and Mer- 
ritt B. Bradt, Brooklyn, N. Y., assignors 
by mesne assignments to General Cable 
Corporation, New York, N. Y., a corp- 
oration of New Jersey. 

In this electric conductor the ground 
wire has a serpentine formation for 
rendering the ground flexible when sub- 
jected to transverse and longitudinal 
stresses. 


+++ 
No. 1,948,664, CONTINUOUS WIRE- 
DRAWING APPARATUS, Patented 


February 27, 1934 by Charles D. John- 
son, Worcester, Mass. 

New means is stated to be employed 
for the purpose of applying dry lubri- 
cant (lime and soap) to the wire as it 
is being wound on the drum sections of 
the wire drawing apparatus. 


RR Oo RRS RAR RNIN eR RT 
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British Improving Paper Cables 


OTEWORTHY technical de- 

velopments resulting in the 
improvement of solid impregnated 
paper cables have been made in the 
United Kingdom during the past 
year or two. These improvements 
are the result of investigating the 
effects of using different papers, 
varying the impregnating media 
and changing the processes of im- 
pregnation. It has been proved 
that the use of cable dielectrics 
consisting entirely of oils or gases 
under compression is out of the 
question, but the utilization of 
paper as a supporting medium 
holds much greater promise. 

++ + 

N economical wood paper 

pulp can be produced for this 
type of work, and the fact that it 
is available with a breaking strain 
of about 18,000 lbs. per square inch 
indicates that it is a more attrac- 
tive proposition to the cable maker 
than non-ferrous metal. More- 
over, it is considerably easier to 
handle. Paper has shown itself to 
be thoroughly efficient in this 
capacity, provided it is enclosed 
and sealed between lead sheaths. 
It has also been demonstrated that, 
when paper is employed, and the 
compression of the gas-filling 
medium is raised, the electrical 
breakdown strength of the cable 
can be advanced by as much as 300 
per cent. Research in this sphere 
of development is still in progress 
and, with improvements in the type 
of paper utilized, there can be 
little doubt that much greater in- 
creases in cable break-down 
strength are to be expected in the 
future. 

+ + + 


Wire Industry For Manchukuo 


LANS are being matured for 

a wire industry in Manchu- 
kuo, based on the Kishin Showa 
steel plant in Mukden. This plant 
is equipped largely with German 
machinery. So far as the plans 
have been made known they do 


not contemplate the immediate 
rolling of rods in Mukden but the 
production of wire and its deriva- 
tives from Japanese rods. It is 
true that Japan is at present an 
importer of rods but her own in- 
dustry is being rapidly built up 
and it is believed that she would 
would take on this obligation. 
+ + + 

HE present idea is that the 

Kishin Showa plant will turn 
out barb fence, nails, and common 
round fence wire. The woven wire 
products are not in the immediate 


-program. The considerable amount 


of construction work in railroads 
and tramways throughout Man- 
chukuo will add greatly to its sig- 
nificance as a wire consumer. 

+ + + 


Straits Settlements Refusing 
Japanese Wire 

: the Straits Settlements a ma- 

jority of the importers and 
merchants are Chinese, and a con- 
siderable number of them have re- 
fused in recent years to sell Jap- 
anese goods. In view of the fact 
however that other concerns were 
willing to engage in such busi- 
ness this gesture has been of no 
great significance. The picture is 
now changing. Recently a strong 
association of importers trading in 
the principal cities, Penang, Kuala, 
Lumpur, Ipoh and Singapore has 
come to an agreement to handle 
no more Japanese goods in many 
categories, among which are nails 
and other wire products. 

++ + 

HIS measure was adopted on 

two grounds; first that the 
treatment of China by Japan had 
been such as to impose upon her 
sons living abroad the duty of re- 
prisal where possible, and second 
that the quality of Japanese goods 
was decidedly irregular and that 
the shippers were usually deaf to 
complaints after the money had 
passed. 

++ + 
HIS boycott may be of signifi- 
cance to other manuiacturing 


countries. It is true that the 
Straits Settlements constitute a 
market of small consequence, but 
it must be remembered that a 
movement of this sort is very like- 
ly to spread to Siam, also that most 
of the merchants of Burma are 
Chinese and that in recent years 
the imports of Japanese products 
into Burma have been rapidly in- 
creasing. The Japanese have 
struggled hard to get business 
here in the woven wire products, 
but without success. 
++ + 
T must be noted however that 
earlier revolts against Japan- 
ese goods based on unfavorable 
terms have always failed. The 
Japanese require cash on delivery, 
in contradistinction to the long 
terms granted by Germany. 
Japan’s low prices have surmount- 
ed this obstacle. 
ae: tae ee 
Wire Mill Planned For 
Hongkong 
ONGKONG, a British Crown 
Colony located at the thresh- 
hold of Canton and in a strategic 
position with regard to South 
China trade, with an excellent har- 
bor, and secure from the exactions 
of bandits and War Lords, offers 
many advantages to industry, and 
industry has not been backward 
in accepting them. Word now 
comes from Hongkong that an un- 
named British wire company’ is 
planning to build a branch plant 
there, primarily for wire nails, 
bringing equipment both from 
Europe and the United States. The 
wire will be made from imported 
rods. 

Since however Hongkong is a 
“free port” and levies no import 
duties it is not clear whether the 
scheme will be profitable, as the 
market will naturally be sought in 
South China. 

+ + + 
RITISH wire goods have always 
been high priced but it has 
always been conceded that their 
quality was also high, and British 
goods have always commanded a 
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certain market on that account. 
Recent improvement in the domes- 
tic market together with exten- 
sions of the export field have seem- 
ingly resulted in a distinct falling 
off in quality, in so marked a de- 
gree that the circumstance can 
hardly be argued. Complaints are 
more often heard, and in adjudica- 
tion proceedings the shippers have 
been consistent losers. 
++ + 
R. JOHN A. MILNE, chair- 
man of the Council of the 
Royal Society of Arts has made 
interesting comments on this situ- 
ation. He asserts in a recently 
published booklet, reinforced ‘by 
numerous examples, that British 
quality is definitely falling off. He 
names the wire products specifical- 
ly. 
++ + 
HIS charge has naturally 
brought out strong protests 
from manufacturers. In spite of 
general denials however they ad- 
mit it has seemed necessary to of- 
fer cheap goods in certain lines to 
meet competitive prices, and that 
these goods frankly are of second 
quality. Mr. Milne retorts that 
while this may be justifiable, the 
fact remains that these low grade 
products constitute a fraction of 
the whole which is steadily in- 
creasing from month to month. 
+ + + 


Zinc Cartel Extended 

HE International Zine Cartel, 

at its assembly in Ostende, de- 
cided to continue its organization 
and activities one year, that is to 
the end of July, 1934. The produc- 
ers have the right to denounce the 
contract after October, 1933, on 
three months notice, although it is 
considered improbable that any of 
them will make use of this right 
after the favorable results thus 


far obtained. 
+ + + 


HE stocks of the cartel, which 
attained 206,000 tons in July, 
1931, and only 137,600 tons at the 
end of May, 1933, declined again 
by 7,000 tons in June, representing 
only 25 per cent of the current pro- 


duction, so that the producers in 
the various countries are unable 
to cover the consumption. Con- 
sequently it was decided to raise 
the production quota 45 to 50 per 
cent to permit the members of the 
cartel to increase their production 
iby 56,000 tons total annually. 
+ + + 
Steel Company of Canada To 
Extend Several Departments 
S a result of the improvement 
in demand for its various 
commodities the Steel Company of 
Canada, Ltd., Hamilton, Ontario, 
has announced plans for an addi- 
tion to its plant to be started im- 
mediately. Two buildings will be 
erected. Plans call for the exten- 
sion of the wire department and 
the ingot mould building, to cost 
$160,000. These additions have 
been authorized by directors fol- 
lowing a sharp increase in business 
lately which has resulted in orders 
falling far behind schedule. 
+ + + 
Dissolution of Polish Wire And 
Nail Syndicate 


ISCUSSIONS were held recent- 
ly between representatives of 
the large Polish wire and nail fac- 
tories regarding the conclusion of 
a Syndicate agreement. Since no 
results were obtained from the 
negotiations the three-month trial 
agreement concluded between 
three leading factories in October, 
1933, was terminated. 
++ + 
Competition In Screening 


In The Philippines 


OMPETITION from Japan and 
Germany in the Philippine 
market for wire screening has be- 
come extremely keen and at pres- 
ent quotations American goods will 
find great difficulty in maintaining 
their position in the market. Local 
preference is for the standard 36 
inch by 100 foot (300 sq. ft.) roll 
of black iron, green-painted wire 
screening, although a limited quan- 
tity of galvanized screening is in 
demand. Very little copper screen- 
ing is used. Of that sold about 70 


per cent is No. 12 mesh and the 
balance (30 percent) is of Nos. 14 
16 and 18 mesh. Current prices 
(as of January 2d, 1934) for No. 
12 mesh green-painted screening 
were P 8.51 (U. S.), P 7.00 
(Japan), and P 7:50 (Germany) 
per roll of 300 square feet laid 
down in Manila—duty paid in the 
last two instances. Japanese and 
German screening of 14, 16 or 18 
mesh was not in the market in 
substantial quantities at the time 
of reporting although orders were 
being taken for spring delivery— 
presumably at prices under those 
prevailing for these sizes of 
screening—P 10.71, 12.29, and 
14.18 respectively. In most cases 
the Japanese and German wire 
screening carry ambiguous trade- 
marks, and it was noted that in 
practically every Chinese store 
where either the Japanese or Ger- 
man screening is handled the rub- 
ber stamped “Made in Japan” or 
“Made in Germany” and, frequent- 
ly, the name of the manufacturer, 
is more or less obliterated from the 
end tag. 
+ + + 


Maurice Bekaert 

AURICE BEKAERT, for some 
years managing director of 
Trefileries Leon Bekaert, Swe- 
veghem, Belgium, a wire mill which 
was founded by his father in 1880, 

has recently passed away. 

++ + 


IS death occurred at his home 
in Courtrai on Dec. 20, after 
an illness of about two months. 
He is survived by his parents, a 
brother and a sister, and by his 
wife and three daughters. Mr. 
Bekaert fought in the Ypres sec- 
tor from 1914 to 1918 as an officer 
of the Belgian army and was 
awarded the Croix de guerre. He 
was widely known as one of the 
most progressive of the wire 
manufacturers of Europe and his 
mill was one of the most completely 
“rationalized” to be found in any 
country. He visited this country 
in 1926. 
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The Control of Industrial Research 


NDUSTRIAL research has been 
a major contributing factor in 
reducing the cost of production 
and in developing business through 
new or improved products, or 
through new uses for old prod- 
ucts. If properly directed and 
controlled, according to a new re- 
port of the Policyholders Service 
Bureau, Metropolitan Life Insur- 
ance Company, it is recognized as 
a sound investment for an indus- 
trial organization. Forty-five 
prominent manufacturing organ- 
izations contributed the data that 
is contained in this report, which is 
entitled The Control of Industrial 
Research. The material deals 
with the organization and admin- 
istration of an industrial research 
department. 


+++ 
OLLOWING a discussion of the 
organization of a research de- 
partment of this type, and of the 
origin and authorization of re- 
search projects, the report consid- 


.more extensive projects. 


ers the question of cost estimates. 
Several of the 45 companies stated, 
according to the report, that the 
preparation of estimates of re- 
search projects is hardly practic- 
able, but 23 others reported that 
they prepared cost estimates for 
each project. Twelve of these pre- 
pare their estimates in terms of 
labor, material and overhead; five 
in terms of labor and materials 
cost only; six lump their cost into 
one figure. Of the nineteen com- 
panies that do not prepare esti- 
mates on all projects, several pre- 
pare estimates for the larger and 
In this 
connection the report reproduces 
a “Production Development Sum- 
mary” form that is used by one 
manufacturer in authorizing de-+ 
velopment work and in estimating 
its costs. 


++ + 
ETHODS used by these 45 
manufacturers in setting up 


the research budget are outlined 
in some detail. “The methods of 
budgeting in use,” states the re- 
port, “show considerable variation. 
In some organizations the budget 
is prepared in great detail for each 
of the various projects to be under- 
taken. In other companies the 
budget is fixed as a lump sum to 
cover labor, materials and supply 
expenditures and is used primarily 
as a guide to assist in keeping ex- 
penses within bounds.” 
+ + + 


HE other sections of the report 

consider standardized research 
procedure, cost keeping and con- 
trol, and the review and reconsid- 
eration of research projects. A 
limited supply of copies of “The 
Control of Industrial Research” is 
available; copies may be secured 
by addressing the Policyholders’ 
Service Bureau, Metropolitan Life 
Insurance Company, 1 Madison 
Avenue, New York, N. Y. 














MICROMETER PRECISION 








Improved Model J Type 
Butt Welders 


Offer new economies and better performance. 


The advantages of MICRO-WELD Butt Weld- 
ing over other methods of joining wire and rod 
ends have been proved over and over in the lead- 
ing wire mills all over the world. 


MICRO-WELD knowledge and experience 
assures satisfactory results. 


iN 








MICRO PRODUCTS COMPANY 
20 NORTH WACKER DRIVE, CHICAGO, ILL. 
General Offices and Factory, Peoria, Ills. 


Telephone State 7468 
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Successful Safety Practice 
(Continued from page 116) 


the bulbs to provide a coating for 
photoflash lamps, the equipment is 
provided with protect-to-seal, an 
anti-flash-back shield. The equip- 
ment is grounded and isolated in a 
totally enclosed room, which is 
provided with spring type explo- 
sion proof windows. 
++ + 
NOTHER feature of interest, 
presenting some elements of 
safety, is the mechanical dipping 
machine, which replaces hand dip- 
ping of bases. Formerly, in the 
hand dipping operation, there 
were a series of five tanks arrang- 
ed in a “U” shape for a pickling 
process and acid dip, and three 
water baths. The parts to be 
dipped were placed in a metal 
basket about 24” by 18” and dip- 
ped in each tank separately. 
++ + 
HE new mechanical dipping 
process saves the employes 
from all exposure to splashing 
acids. The bases are placed into 
a mechanical dipper at one end and 
fall out into a hopper at the other 
end. By means of a window in the 
mechanical dipper, the operator 
can observe the operation with 
safety. 
+ + + 
N the operation known as the 
characteristic test (genera! 
observation test) of 20 K. W., 
transmitting tubes, requiring 18,- 
000 volts D. C., knife breakers in- 
cased in a door switch turn the 
power off when the door is open. 
Door switches of the button type 
were formerly used but these fail- 
ed to operate sometimes. With the 
present set-up, which is also used 
on sets requiring 100,000 volts, the 
operator must first pull the knife 
switch, which is built in the door, 
before the door will open. A 
wiping device is fastened to the 
door of the test cage so that the 
condenser voltage is killed when 
the door is opened. A knife switch 
encased on the door of the cage 
serves as an interrupter of the 
main power line when the cage 
door is opened. 


(Please turn to page 124) 
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An inventive spirit caused John Robertson to 
make the first lead-encasing die-block forty- 
seven years ago—and the outside forces of indus- 
trial progress, the expansion of the wire and cable 
industry, have been driving Robertson lead 
presses onward and ahead ever since... 
Robertson Lead-encasing presses for Rubber 
Hose, Wire, and Lead Pipe, are giving SATIS- 
FACTORY PERFORMANCE here and abroad. 
Close contact with the users of this equipment 
in leading rubber plants enables Robertson to 
give INTELLIGENT SERVICE at all times. 
This cooperation of user and builder is a con- 
tinuous contribution to the Rubber Hose and 
Cable Industries. 


Robertson makes all types of Lead-encasing 
Presses for Rubber Hose and Cable Manufactur- 
ers.—also High Pressure Hydraulic Pumps,— 
Hydro-Pneumatic Accumulators, — Extrusion 
Presses for non-ferrous Metals,—and Lead 
Strippers, Melting Furnaces, Pots, Cores, Dies, 
ete. 














ohn Pioneers~Since 1858 2 
ROBERTSON, 
125-37 Water Street Brooklyn, N. Y. 


Are you receiving our 
little magazine, ‘“Robert- 
son Reminders?” If not, 
send us your name and 
address, and we'll gladly 
send it to you—regularly. 














LEWIS WIRE FLATTENING 
AND NARROW STRIP MILL 





Unit Construction. 

Lewis Cut Herringbone Gear 
Reduction Unit directly connected through a flexible 
coupling. 

Forged Steel Pinions. 

Bearings are lubricated by. compression grease cups. 
All gears run in oil. | 
Neck Bearings are die cast genuine babbitt or roller 
bearings. 

Housings have T slots for attaching coilers and guide 
bars. 

This Mill is built in a complete unit and can be moved at 
any time to any desired location in the plant. The rolls 
may be of any quality specified by customer, including 
hardened steel rolls, or water cooled rolls. 

















LEWIS MAKES A COMPLETE LINE OF 
ROLLING MILL MACHINERY INCLUDING: 


Mill drives up to and including 6,000 HP. Shape Straightener Machines 
up to and including 24 inch I beam. Motor operated Screw-Down for Mill. 
High Speed Gear Sets for Continuous Rod Mills. Continuous Bar and 
Billet Mills. Cold Mills for Sheet and Strip. Rail Breakers. Rail Re-Rolling 
Mills. Universal Mill Spindles. Chilled Iron and Iron Alloy Rolls for Iron, 
Steel, Brass, Copper, Aluminum, Zinc and Nickel. For hot Sheets, tin plate 
and strip—for cold sheets, tin plate and strip. For merchant bars and rods, 
Shears—Vertical Alligator—Cropping—Plate and Squaring. Special 
Machinery—Testing Machines and Iron and Steel Castings. 


















P. O. BOX 1591, PITTSBURGH, PA. 


LEWIS FOUNDRY & MACHINE Co. 
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Successful Safety Practice 
(Continued from page 123) 


N the past few years our accid- 
ent prevention work has dealt 
largely with ithe establishment of 
safe practices in a fairly static 
working operation. We have been 
successful in achieving results 
well-nigh approaching a limit in 
practical safety. Now that a re- 
turning prosperity has stepped up 
manufacturing considerably, we 
are confronted with the teaching 
of safety to an increasing payroll. 
Better times may also mean more 
new products which will often re- 
quire different manufacturing pro- 
cesses and introduce new safety 
problems. 


+++ 
Frank Quinn, Former Editor “Wire 
& Wire Products” Dead 


RANK QUINN, 44, former edi- 

tor of “Wire and Wire Prod- 
ucts” passed away recently at the 
New Haven, Conn., Hospital after 
an illness of two years. He leaves 
his mother, a_ sister and three 
brothers. 

Since his health began to fail, 
Mr. Quinn has lived in Wallingford, 
Conn., his birthplace. 

+++ 
FTER attending Clark Univer- 
sity he became editor of “The 
Wallace’, published by R. Wallace 
& Co., Wallingford, Conn. 

Later in New York.he had been 
many years with the Butterick 
publications where he was succes- 
sively editor of Everybody’s Maga- 
zine, Adventure and the Deline- 
ator. His last connection was as 
editor of “Wire and Wire Prod- 
ucts”’. 

+ + + 


. A. BAKER, formerly manag- 

er of the Buffalo Office, has 
been transferred to the General Of- 
fices of The Duriron Company at 
Dayton, Ohio, where he will spe- 
cialize on sales of Durimet and 
Durco Alloy Steels. 


+ + + 
OLONEL M. W. SMITH of the 
General Offices, has taken 


over temporarily the management 
of the Buffalo Office. 


WIRE 

















Alloy Steel Fan Resists Extreme 
Heat of Furnace 


Y using the same scientific care 
and precision that a pharma- 
cist employs in filling a prescrip- 
tion, the National Alloy Steel 
Company, a subsidiary of Blaw 
Knox, Pittsburgh, Pennsylvania, is 
furnishing steel mills and other 
metal trades a variety of alloy 
steel castings to meet a score of 
needs. 
++ + 
NOWING the maximum tem- 
perature; the kind of fuel, 
particularly as to its sulphur con- 
tent; the load to which castings 
are to be subjected, and the time 
under load, the proper alloy can 
be recommended for any given set 
of conditions. 


++ + 
OR instance, a fan to equalize 
temperatures and _ increase 


capacity in continuous heating fur- 


naces must have great strength 
at high temperatures. National 


Alloy Steel Company recently per- 
fected such a fan. Tests prove it 
resists oxidation up to 2000 de- 
grees, Fahrenheit, and offers high 
resistance to abrasion under that 
heat. Fuel of high sulphur con- 
tent has no detrimental effect on 
this new item. 
+ + + 


LLOY skids are now being used 

in continuous furnaces for 
heating billets, slabs and bars be- 
fore rolling and make possible a 
shorter “hot hearth” than can be 
obtained with other types of skids. 
Greater strength makes light cross 
sections practicable and the hard- 
ness of alloy resists wear to the 
extent that shutdowns for replace- 
ments are greatly reduced. 

+ + + 
ORMALIZING furnace shafts 
and discs, hearth plates, rails 

and rollers, track shoes, annealing 
boxes and lead pots for wire and 
strip are a few more items for 
which National Alloy castings are 
being used in heat treating and 
furnace equipment of steel plants. 

++ + 

T is further stated that compara- 
tively new and highly specialized 
materials in the form of alloy cast- 











SPECIAL JAWS 
for SPECIAL 
NEEDS 











PORTER: portale 


luo hamd CUTTING TOOLS 


Cutters for soft wire, spring wire, tempered wire, 
piano wire, stranded guy wire, wire rope and cables, 
insulated wires, live wires, etc., as well as for bolts, 


rods and bars. 


Write for illustrated circular. 
by leading jobbers and supply houses. 


H.K.PORTERwc. fect Mass. 


Porter Tools are sold 





Illustrations 
above show 
actual size 
materials that 
can be cut 
with largest 
size Porter 
tools. 








of Conception” and instructions 


of the firm. 


Suite 438, 815-15th St., N.W. 


Patents—Trade Marks 


Before disclosing your inventions to anyone send for blank form 
“How to Establish Your Rights”, 





All cases submitted given personal attention by members 
Information and booklet free. 





Lancaster, Allwine & Rommel 


PATENT LAW OFFICES 


“Evidence 


Washington, D. C. 








WOODEN 
SPOOLS 
ROLLS and 
BOBBINS 
For 


WIRE and 
CORDAGE 
MILLS 





ae 








WRITE FOR 
PRICES 
+ + + 
AVOCA 
MFG. CO. 
AVOCA, N.Y. 





ings have additional applications in 
the pickling process, in preheaters, 
soaking pits, heat exchangers, re- 
cuperators and blast furnaces. 








Scores of other uses have been de- 
veloped for specific locations where 
unusual operating conditions must 
be met. 
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The Law of Economics 
hasn’t been repealed 


You still have to pay more for doing things your own way, if there 
is a better and cheaper way of doing them. 
Take unloading a tank car of sulphuric acid for instance. Here is 
an actual case: 

To unioad a tank car by air pressure took about seven 

hours and required that two men be on duty, watching, all 

that time. 

With a Duriren No. 2E Centrifugal Pump, a tank car now 


is unloaded in 1% hours at the most. And so far as the 
operation is concerned, no one need watch it. 


Now, where’s the percentage in using air? 
And, as an extra dividend declared whenever you use it, A Duriron 


no danger of explosions. 





Unloading System will be safe 
You can’t laugh off Economy and Safety these days. 


Let us give you some more information on this—just write 


The Duriron Company, Inc., 


442 N. FINDLAY ST., DAYTON, OHIO 











romote increased die-life ii 
Wire Drawing by using 


Bell-Mine Pulverized Lime 
e 


For years this lime has given satis- 
faction in regular use. Names of 
plants and experienced users will be 
given gladly on request. 


€ 
AMERICAN LIME AND STONE Co. 


(OPERATING UNDER N. R. A. LIME CODE) 
PLANT and EXECUTIVE OFFICE: BELLEFONTE, PA. 


Sales Offices: PITTSBURGH PHILADELPHIA NEW YORK CITY 
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Seams for Fourdrinier Wires 
(Continued from page 117) 
weft wire removed is a normal wire 
but the last weft wire of the other 
end of the fabric, around which the 
projecting warp wires are to be 
bent, is a smaller and stiffer wire. 
When the warp ends have em- 
braced this wire and been rolled 
down and soldered, this joint is 
actually a little depressed with ref- 
erence to the general surface, and 
is consequently subject to less 
wear than the fabric. This small 
common weft wire must be of at 
least the same hardness as the 
warp wires to which it is soldered. 
++ + 


T will be noted that on account 
of the small size of the com- 
mon wire at the joint the warps 
can be brought into perfect align- 
ment if desired, a result not pos- 
sible in the Nos. 20 and 21 seams. 
++ + 
NOTHER point of advantage is 
this, if the welding or solder- 
ing is bungled in any way the joint 
can be cut out, a small wire slip- 
ped into place between the warp 
ends, the opposing warp wire re- 
moved, and a new joint made. 
+ + + 


HOTO 22 shows the various 
steps in the preparation of this 
seam, and the finished joint with 
warp wires in alignment. 
++ + 
Special Seam No. 23 


N ordinary soldered seam has 

the disadvantage of present- 
ing a considerable area of non- 
draining surface. The use of a 
closing wire also interferes meas- 
urably with the uniformity of 
drainage, besides making a joint 
that is more flexible than the fab- 
ric itself. The closing wire also 
projects above the general] surface, 
and furthermore puts undue strain 
on ‘the last weft wires. 

++ + 


EAM No. 23 overcomes these 
weaknesses. The last weft 
wires at both ends of the fabric are 
special wires covered with solder- 


WIRE 

















Seams for Fourdrinier Wires 


(Continued from page 126) 


metal, generally tombak wires 
with a_silver-solder cover. The 
fabric is mounted in a fixture 
which has steel plates to cover the 
other parts while a soldering torch 
is run along the end wires, secur- 
ing the warp ends to the special 
weft wires. Borax is used as a 
flux. Dr. Th. Wieland, Pforzheim 
(Germany) supplies these solder- 
covered wires, as well as special 
fluxes. This joint is finally laced 
up with a closing wire. 











fbb. 1 
ae 
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Special Seam No. 24 


HE joint just described shares 

in some degree the weakness 
of all laced joints. The seam 
shown in photo 24 however, avoids 
it entirely. In this seam the last 
weft wire at each end of the fabric 
consists of a core of high melting 
metal surrounded by a solder 
jacket. The fabric ends are 
brought together and the solder 
wires are fused. This produces a 
narrow soldered seam which does 
not appreciably affect drainage, 
nor is there any projection above 
the general surface nor any ma- 
terial change in flexibility at the 
joint. Photo 24 shows the opera- 
tion clearly. 


+ + + 


J. E. Bruce, Secretary Wheeling 
Steel Company 
OWARD P. BESWICK has re- 
signed as secretary of the 
Wheeling Steel Corporation be- 


cause of ill health. J. E. Bruce is 
to be his successor. 


April, 1934 





Learnabout PARALAN 


Paralan will give your finished wire and wire products 
protection from atmospheric corrosion in the mill and in 
shipping. Paralan-coated wire can be spot welded or 
soldered without cleaning. Also, Paralan leaves surfaces 
in good condition for all types of finishes—enameling, 
japanning, lacquering, plating, etc. 













Write for further information. We may be able to solve 
your difficulties. 


AMERICAN LANOLIN CORP. 


LAWRENCE, MASSACHUSETTS 
































WIRE... 
for the manufacture of products that require a special wire. 
Your inquiry will receive the careful attention of an organi- 
zation experienced in furnishing uniform high quality wire 
that improves your product and reduces its cost. 


KEYSTONE 
STEEL & WIRE CO. 


PEORIA, ILL. 


in a wide variety of sizes, finishes and analyses 











German Manufacturer Of Machinery 
offers for sale 


their U. S. A. Patents Nos. 1,861,563 and 1,924,839 relating to: 


HIGHEST CAPACITY CONTINUOUS WIRE DRAWING 
MACHINES 


which are unsurpassed in their high production and economy of 
operation. They will be sold outright or granted on license. 


Please address reply to M. H. 313, this magazine. 
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VERTICAL MODEL TAPING MACHINE 


for applying 3 Tapes on each six lines 
of wire, for flat or round conductor, with 
wire straightening rolls and individual 
traverse for each line of wire; motor or 
belt drive. | 


EST. 1865 irs INC.I9IS 


Ags: NS ica an G 
ACHINERY 
ff ALI COMPANY 


ey ys oe 


517 West utitisisiten St. 


HILADELPHIA S A 
ENNSYLVANIA U 











NEW ENGLAND BUTT COMPANY 


ESTABLISHED 1842 


BUILDERS OF 


Insulated Wire Machinery 


Write for catalog 


CHICAGO OFFICE 
20 NORTH WACKER DRIVE 


Dept. W-4 
PROVIDENCE, R. I. 















“PREMIER” 


Trade Mark Reg. U. 8S, Pat. Off. 


Diamond Dies 


made by 


DRIVER-HARRIS COMPANY 


Harrison, N,. J. 
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STILL SERVING THE WIRE INDUSTRY 
AS ONLY A PIONEER CAN 


WIRE DRAWING SOAPS 


FOR EVERY PURPOSE 








THE J. T. ROBERTSON CO., INC. 
SYRACUSE, N. Y. 
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Farrel-Birmingham Annual 
Meeting 


HE annual stockholders’ meet- 
ing of Farrel-Birmingham 
Company, Inc., was held at the 
main office of the company at An- 
sonia, Conn., February 15, 1934. 
The following directors were re- 
elected: Charles F. Bliss, Henry 
F. Wanning, Franklin Farrel, Jr., 
Nelson W. Pickering, Frederick 
M. Drew, Jr., David R. Bowen, 
Carl Hitchcock, Franklin R. Hoad- 
ley, Armin G. Kessler, Walter 
Perry, Julius G. Day, Fernley H. 
Banbury, William B. Marvin, Ed- 
ward H. Green, William A. Gordon, 
Alton A. Cheney, Geo. C. Bryant. 
Following the — stockholders’ 
meeting the Board of Directors 
met and re-elected the following 
officers: Franklin Farrel, Jr., 
Chairman of the Board of Direc- 
tors; Nelson W. Pickering, Presi- 
dent; David R. Bowen, Vice Presi- 
dent; Carl Hitchcock, Vice Presi- 
dent; Franklin R. Hoadley, Vice 
President; Armin G. Kessler, Vice 
President; Frederick M. Drew, Jr., 
Treasurer; Laurie K. Blackman, 
Assistant Treasurer; George C. 
Bryant, Secretary ; William B. Mar- 
vin, Assistant Secretary. 


++ + 


Dana Summers was. elected 
President of the Chicago Steel and 
Wire Company at the annual 
shareholders’ meeting in Chicago, 
on March 6th. Loren F. Collins 
was elected Vice President, A. W. 
Nelson, Secretary and Treasurer, 
and H. E. Johnson, Assistant Sec- 
retary and Assistant Treasurer. 
H. R. Bliss, A. T. Carton, L.. F. 
Collins, T. J. King and Dana Sum- 
mers, were reelected as Directors. 


++ + 
HE National Standard Com- 
pany, of Niles, Mich., has pur- 
chased the equipment of the Wor- 
cester Wire Works, Inc., of Wor- 
cester, Mass. The plant will be 
operated there as a separate unit 
of the National Standard Company, 
and will be known as the Worcester 
Wire Works, branch of the Nat- 
ional Standard Company. W. F. 
Parkin, president of the National 
Standard Company, returned to 
Niles this week after closing the 
deal in the Massachusetts city. 


WIRE 





Testing Dielectric Strength 


N entirely new instrument has 
been developed for testing the 
dielectric strength (insulating 
value) of sheet materials such as 
plain paper, gummed or varnished 
paper, cloth, varnished cambrics, 
rubber, mica and other insulating 
materials. 
Means are also provided for test- 
ing complete units such as trans- 
formers, coils, insulated wire, ete. 

















HE determination of the Die- 

lectric strength of an insulat- 
ing material requires that a sample 
be placed in an electrical field of 
sufficient intensity to disrupt or 
break down tthe molecular struc- 
ture of the material under test. 
This frequently requires voltages 
high enough to endanger the life of 
the person or persons engaged in 
making the tests. This rather 
serious hazard, together with the 
technical difficulties involved in 
accurately measuring the voltage 
at the point of breakdown, makes 
it necessary to have highly special- 
ized and carefully engineered ap- 
paratus, incorporating the follow- 
ing features. (1) Absolute safety 
to the operator, (2) Accuracy, (3) 
Smooth, convenient control of volt- 
age from 200 to 10,000 volts, (4) 
Definite pressure and even distri- 
bution of the electrical field over 
the sample, (5) It should possess 
the simplicity of operation and 
rugged construction requisite in 
Industrial usage. This Dielectric 
Strength Test Set is designed to 
meet all of these requirements. 
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BISCO 


TUNGSTEN CARBIDE DIES 
FOR 


WIRE, ROD and TUBING 


BARE NIBS—SEMI-FINISHED—FINISHED 
ROUND AND SPECIAL SHAPES 


THE BISSETT STEEL COMPANY 


CLEVELAND 


WORCESTER BUFFALO CINCINNATI 








The Quality Diamond Dies 





LN 
“ 


1870 


BALLOFFET DIAMOND WIRE DIES CO. INC., 
13-15 East 22nd Street, New York City 


Factories in France: Lagnieu-Cluses-Trevoux 











INC STRIP 
WIRE 


THE PLATT BROS. & CO. 
WATERBURY, CONN. 


EFFICIENT PICKLING 
REQUIRES “RODINE” 


RODINE, SAVES ACID AND METAL. 


Prevents over-pickling. | Minimizes acid 




















brittleness and acid fumes. 





Samples and Directions sent on request. 
AMERICAN CHEMICAL PAINT CO. 
AMBLER, PA. 

Detroit Office & Warehouse 6339 Palmer Ave.; E _— 

















ONE BIG ~NEW YORK 
THING WELL” 1000 ROOMS 


EACH WITH BATH AND SHOWER 
Circulating Ice Water... Radio... 
Large Closets...Full Length Mirrors 


OTHER UNUSUAL FEATURES 
SUN-RAY HEALTH LAMPS 
Roof Solarium... Air-Cooled Restaurant 


ROOMS $950 say i $600 


IN| THE HEART OF TIMES SQUARE 


NEP, : 


=> INHIBITORS <— 
The WM. M. PARKIN CO. 


PITTSBURGH, PA. 
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M experience, covering an active life, is this: Settle down 
to some worthy service and stick until success comes. 


W. H. SPOWERS, JR. 














Flat Wire Straightening 
and Cutting Machines 
++ + 
Wire Straightening and 
Cutting Machines 
+++ 
Welding Wire Machinery 
+++ 
Portable Wire Straighteners 
+++ 
Steel Reels of All Kinds 
+++ 
THE LEWIS MACHINE CO. 
1594 East 24th St., Cleveland, Ohio 


PAPER CABLE FILLER 

FOLDED PAPER FLATS 

PAPER INSULATION YARNS 
NATIONAL PATENT REED CO. 
3rd & Somerset Sts. Phila., Pa. 











Kenneth B. Lewis 


CONSULTING ENGINEER 


Wire Mill Equipment, Layout and 
Practice 


17 East 42nd St. 43 Midland St. 
New York City Worcester, Mass. 
Phone: Murray Hill 2-4188 

Phone 5-6033 








W. H. Spowers, Jr. 


Consulting Enginee 

4 551 Fifth Ave., N. Y. C 

Specializing in Galvanizing 
Plants Designed and 





Installed 
Practical Engineering 
Vanderbilt 3-7395 Advice 








WIRE MILL EQUIPMENT 


MORGAN CONSTRUCTION 
co. 


WORCESTER, MASS. 








Wire Mill Equipment, Stranding, 
Insulating, Drawing, Welding 
Thomson-Judd Wire 
Machinery Co. 
Subsidiary of 
Thomson-Gibb Electric Welding Co. 
Lynn, Massachusetts. 

















VIANNEY 


250 EAST 43rd ST., N. Y. CITY 
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Wire Association Meeting 


HIS is the first meeting the 

Wire Association and _ the 
National Metal Congress and Ex- 
position have held in New York 
City. The week of Oct. 1-5, 1934, 
has been selected as the date, and 
Commerce Hall in the Port 
Authority Bldg., at 14th St., and 
Eighth Avenue, has been chosen 
for the site of the Exposition. 


The Board of Trustees of the 
American Society for Metals, 
under the auspices of which the 
Congress and Exposition are held 
every year, made these decisions at 
their latest meeting. 

All exhibits will be located on 
one floor with 160,000 square feet 
of space available. There will be 
no restrictions as to floor loading 
or operation of exhibits. 

“We have long wanted to have 
the Congress and Exposition in 
New York,” W. H. Eisenman, 
Secretary of the Society said, “but 
until now no suitable building has 
been available. 

“Definite arrangements have 
been made that rates for services 
and connections will be the same 
as those which our exhibitors have 
enjoyed in Cleveland, Detroit, and 
elsewhere.” 


Floor plans are now available. 


Broden Construction Co. 
Wire Miil and Cold 
Rolling Equipment 


10255 Harvard Ave. 
CLEVELAND, OHIO 








WIRE DRAWING MACHINERY AND 
EQUIPMENT 
Rod Frames—16” Frames, 8” Frames 
—Take-Up Frames, Wire Pointers— 
Puller Tongs. 
General Castings for Wire Mill use. 
Circulars on Request. 


E. J. Scudder Foundry & Machine Co. 
Trenton, N. J. 








WIRE STRAIGHTENING 
AND 
CUTTING MACHINERY 


FOR ALL SIZES, SHAPES AND 
KINDS OF WIRE 


The F. B. Shuster Co. 


New Haven, Conn. 


Straightener Specialists Since 
1866 














JOHN ROYLE & SONS 


PATERSON, NEW JERSEY. 





MAKERS OF EXTRUDING MACHINES 
FOR COVERING ELECTRIC CONDUCTORS 
AND WELDING WIRE 














RUESCH) 


Machinery For 
Wire, Tube, And Brass Mills 
409 Mulberry St., Newark, N. J. 











Wire 
Drawing 
Diamond 

Dies 





COCHAUD 
WIRE DIE CORPORATION 
300 W. 56th ST., NEW YORK 
Tel. Col. 5-1340 




















WIRE 




















BUYERS GULPPE 


For more complete information, consult the annual Directory, Index & Buyers’ Guide. 














ANNEALING FURNACES 
See Furnaces—Various Headings 
ANNEALING POTS AND BOXES 
Scudder, E. J., Fdry & Machine Co., 
Trenton, N. J. 
ARMORING EQUIPMENT 


Amer. Insulating Mach’y Co., Phila., Pa. 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J 


BAKERS 


Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


CASTINGS—Wire Mill 


E. J. Scudder Foundry & Machine Co., Tren- 
ton, N. J. 


CHEMICALS—Cleaning 


American Chemical Paint Co., Ambler, Pa. 


CLEANING & PICKLING 


EQUIPMENT 
Broden Construction Co., Cleveland, O. 
Duriron Co., The, Dayton, O. 


Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


COATING—Protective 

American Lanolin Corp., Lawrence, Mass. 
COILERS—Sheet and Wire 

H. J. Ruesck Machine Co., Newark, N. J. 
CRANES—Wire Mill 

Morgan Construction Co., Worcester, Mass. 

Vaughn Machinery Co., Cuyahoga Falls, O. 
DIES—Diamond 

Balloffet Diamond Wire Dies Co., Inc., N. 

x, Gz 

Cochaud Wire Die Co., New York. 

Driver-Harris Co., Harrison, N. J. 

Kelly Wire Die Corp., New York, N. Y. 

Vianney Wire Die Works, New York. 
DIES—Lead Extrusion 

John Robertson Co., Brooklyn, N. Y. 


DIES—Repairs & Re-Cutting 
Cochaud Wire Die Corp., New York. 
Driver-Harris Co., Harrison, N. J. 
Firth-Sterling Steel Co., McKeesport, Pa. 
Kelly Wire Die Corp., New York, N. Y. 
Vianney Wire Die Wks., N. Y. 


DIES—Rod and Tube Drawing 
Bissett Steel Co., Cleveland, O. 
Carboloy Co., Inc., Newark, N. J. 
Firth-Sterling Steel Co., McKeesport, Pa. 
Kelly Wire Die Corp., New York, N. Y. 
Vianney Wire Die Works, New York, N. Y. 
DIES—Tantalum Carbide 
Bissett Steel Co., Cleveland, O. 
Kelly Wire Die Corp., New York, N. Y. 
Vianney Wire Die Works, New York, N. Y. 


DIES—Tungsten Carbide 


Bissett Steel Co., Cleveland, O. 

Carboloy Co., Inc., Newark, N. J. 
Driver-Harris Co., Harrison, N. J. 
Firth-Sterling Steel Co., McKeesport, Pa. 
Kelly Wire Die Corp., New York, N. Y. 
Vianney Wire Die Works, New York, N. Y. 


DRAW BENCHES 


H. J. Ruesch Machine Co., Newark, N. J. 

Scudder, E. J., Fdry. & Machine Co., Tren- 
ton, N. J. 

Vaughn Machinery Co., Cuyahoga Falls, O, 


ENGINEER—Consulting Wire Mill 
Lewis, Kenneth B., New York, N. Y. 


EY ELETS—Zinc 
Platt Bros. & Co., The, Waterbury, Conn. 
FURNACES—Annealing 


Electric Furnace Co., Salem, O. 


FURNACES—<Automatic 


Electric Furnace Co., Salem, O. 


FURNACES—Bright Annealing 


Electric Furnace Co., Salem, O. 
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FURNACES—Electric 


Electric Furnace Co., Salem, O. 


FURNACES—Lead Melting 
Electric Furnace Co., Salem, O. 
John Robertson Co., Brooklyn, N. Y. 


FURNACES—Non-Oxidizing 


Electric Furnace Co., Salem, O. 


FURNACES—Wire 


Electric Furnace Co., Salem, O. 


GALVANIZING ENGINEER 
W. H. Spowers, Jr., New York, N. Y. 


INHIBITORS 
American Chemical Paint Co., Ambler, Pa. 
Grasseli Chemical Co., Cleveland, O. 
Wm. M. Parkin & Co., Pittsburgh, Pa. 


INSULATION—Cable or Cable Filler 


National Patent Reed Sales Co., Phila., Pa. 


LATHES—Die Reaming 
Morgan Construction Co., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


LIME—Pulverized 
Amer. Lime & Stone Co., Bellefonte, Pa. 


LUBRICANTS—Wire Drawing 
Drakefield, B. F., & Co., New York, N. Y. 
R. H. Miller Co., Homer; N. Y. 

Robertson, J. T;, Inc., Syracuse, N. Y. 

MACHINERY—Armoring (Cable, 
Wire Hose) 

American Insulating Mach’y Co., Phila., Pa. 

New England Butt Co., Providence, R. I. 

John Robertson Co., Brooklyn, N. Y. 

Sleeper & Hartley, Inc., Worcester, Mass. 

Thomson-Gibb Electric Welding Co., Lynn, 
Mass. 

Watson Machine Co., Paterson, N. J. 





MACHINERY—Braiding 


New England Butt. Co., Providence, R. I. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Brazing 


Thomson-Judd Wire Machinery Co., Lynn, 
ass. 


MACHINERY—Bunching 
Amer. Insulating Mach’y Co., Phila., Pa. 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Bundling 
Sleeper & Hartley, Inc., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Cable, Electric 


American Insulating Machinery Co., Phila- 
delphia, Pa. 

New England Butt Co., Providence, R. I. 

Thomson-Gibb Electric Welding Co., Lynn, 
Mass. 

Watson Machine Company, Paterson, N. J. 


MACHINERY—Chain Making 


Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Closing 


New England Butt Co., Providence, R. I. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Coil Winding 


Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Coilers 
Broden Const. Co., Cleveland, O. 
H. J. Ruesch Machine Co., Newark, N. J. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 
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For Detailed Information Write 


RICHARD E. BROWN, Secretary 


17 E. 42ND STREET 


1934 
Annual Meeting 


OF THE 


Wire Association 


WILL BE HELD AT NEW YORK, N. Y. 
OCTOBER 1-5 INCLUSIVE 


IN ASSOCIATION WITH THE 
NATIONAL METAL CONGRESS 
+++ 
Wire Association Headquarters At Hotel New Yorker 
+++ 


EXHIBITION AT PORT AUTHORITY BLDG. 








NEW YORK, N. Y. 























BUYERS’ GUIDE, Continued 














MACHINERY—Copper Wire Draw- 
ing and Rolling 
H. J. Ruesch Machine Co., Newark, N. < 
Vaughn Machinery Co., Cuyahoga Falls, ‘0. 


MACHINERY—Cutting 
Broden Construction Co., Cleveland, O. 
Lew’s Machine Co., Cleveland, O. 
F. B. Shuster Co., New Haven, Conn. 
Sleeper & Hartley, Worcester, Mass. 


MACHINERY—Enameling 


American Insulating Mach’y Co., Phila., Pa. 


MACHINERY—Extruding 
John Robertson Co., Brooklyn, N. Y. 
John Royle & Sons, Paterson, N. J. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Flat Wire 
Broden Construction Co., Cleveland, O. 
H. J. Ruesch Machine Co., Newark, N. J. 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Forming 


Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Galvanizing Wire 
Broden Construction Co., Cleveland, O 
Sleeper & Hartley, Inc., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Gang Winders 
H. J. Ruesch Machine Co., Newark, N. J. 
Watson Machine Co., Paterson, N. J. 


MACHINER Y—Insulating 
American Insulating Machinery Co., Phila. 
New England Butt Co., Providence, R. 
John Royle & Sons, Paterson, PP 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Lead Encasing 
Presses, ets. 
John Robertson Co., Brooklyn, N. Y. 


MACHINERY—Lead Stripping 
John Robertson Co., Brooklyn, N. Y. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Lock Washer 


Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Magnet Wire 
American Insulating Mach’y Co., Phila., Pa. 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Measuring Wire & 
Cable 
New England Butt Co., Providence, R. I. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Nail 


Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Panning 


American Insulating Machinery Co., Phila. 


MACHINERY—Pointing 
Broden Construction Co., Cleveland, oO. 
H. J. Ruesch Machine Co., Newark, 
E. J. Seudder Foundry & Machine Co., 
Trenton, N. J. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Rod Mill 
Broden Construction Co., Cleveland, O. 
Morgan Const. Co., Worcester, Mass. 
H. J. Ruesch Machine Co., Newark, N. J. 
Lewis F’dry & Machine Co., Pittsburgh, Pa. 
United Eng. & Foundry Co., Pittsburgh, Pa. 


MACHINERY—Rolling Mill 
Broden Construction Co., Cleveland, O. 
Lewis F’dry & Machine Co., Pittsburgh, Pa. 
Morgan Construction Co., Worcester. _Mass. 
H. J. Ruesch Machine Co., Newark, N. J. 
MACHINERY—Rubber Strip 
Covering 
Farrel-Birmingham Co., Ansonia, Conn. 
New England Butt Co., Providence, R. I. 
John Royle & Sons, Paterson, N. 
Watson Machine Co., Paterson, N. Zz 


im 


J. 


MACHINERY—Rubber Tubing and 
Straining 
John Royle & Sons, Paterson, N. J. 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N. J. 


MACHINERY—Screw Wire 


Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Special 
American Insulating Mach’y Co., Phila. Pa. 
Broden Construction Co., Cleveland, O. 
H. J. Ruesch Machine Co., Newark, N. J. 
E. J. Scudder Foundry and Machine Co., 
Trenton, N. J. 

Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N, J 


MACHINERY—Spooling 
American Insulating Machinery Co., Phila. 
Vaughn Machinery Co., Cuyahoga Falls, O. 
Watson Machine Co., Paterson, N, J. 


MACHINERY—Spring Making 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINERY—Staple 
Sleeper & Hartley, Inc., Worcester, Mass. 
MACHINERY—Straightening 
Broden Construction Co., Cleveland, O. 
Lew’s Machine Co., Cleveland, O. 
H. J. Ruesch Machine Co., Newark, N. J. 
F. B. Shuster, New Haven, Conn. : 
Sleeper & Hartley, Inc., Worcester, Mass. 


MACHINER Y—Stranding 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Thomson-Judd Wire Machinery Co., Lynn, 
Mass. 
Watson Machine Co., Paterson, N. J. 
MACHINERY—Strip Steel 
Broden Const. Co., Cleveland, O. 
Lewis F’dry & Machine Co., Pitts “a A i 
H. J. Ruesch Machine Co., Newark, 


MACHINERY—Swaging 
H. J. Ruesch Machine Co., Newark, N. J. 
Sleeper & Hartley, Worcester, Mass. 


MACHINER Y—Taping 
Amer. Insulating Mach. Co., Phila., Pa. 
New England Butt Co., Providence, R. I. 
ee Judd Wire Machinery Co., Lynn, 
Mass. 


Watson Machine Co., Paterson, N,. J. 
MACHINERY—Tinsel Rolling Mills 


Amer. Insulating Mach’y Co., Phila., Pa. 


MACHINERY—Trolley Wire 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Tube Mill 
H. J. Ruesch Machine Co., Newark, N. J. 


MACHINERY—Welding Wire 
Lew’s Machine Co., Cleveland, O. 
Micro Products Co., Chicago, Ill. 
F, B. Shuster Co., New Haven, Conn. 
Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINER Y—Winding 
American Insulating Mach’y Co., Phila., Pa. 
New England Butt Co., Providence, R. I. 
Sleeper & Hartley, Inc., Worcester, Mass. 
Watson Machine Co., Paterson, N, J. 


MACHINERY—Wire Drawing 
American Insulating Machinery Co., Phila. 
Broden Const. Co., Cleveland, Ohio. 
Morgan Construction Co., Worcester, Mass. 
H. J. Ruesch Machine Co., Newark, 

E. J. Scudder Foundry & Machine Co., 
Trenton, N. J. 

Sleeper & Hartley, Inc., Worcester, Mass. 

Thomson-Judd Wire Machinery Co., Lynn, 
Mass. 

Vaughn Machinery Co., Cuyahoga Falls, O. 


MACHINERY—Wire Rope 
New England Butt Co., Providence, R. I. 
Thomson-Judd Wire Machinery Co., Lynn, 
Mass. 
Watson Machine Company, Paterson, N, J. 





PICKLING COMPOUNDS— 
American Chemical Paint Co., Ambler, Pa. 
Grasselli Chemical Co., Cleveland, O 
Wm. M. Parkin & Co., Pittsburgh, Pa. 


MACHINERY—Wire Tinning 
American Insulating Mach’y Co., Phila., Pa. 


PAPER—Insulating 
National Patent Reed Co., Philadelphia, Pa. 


POTS—Lead Melting 
John Robertson Co., Brooklyn, N. Y. 


PRESSES—Lead Encasing 
John Robertson Co., Brooklyn, N. Y. 


PRESSES—Lead Extrusion 

John Robertson Co., Brooklyn, N. Y. 
PULLERS—Wire 

E. J. Scudder Fdry. & Machine Co., Tren- 

ton, J. 

Sleeper & Hartley, Inc., Worcester, Mass. 
PUMPS—Hydraulic 

John Robertson Co., Brooklyn, N. Y. 
REELS AND SPOOLS—AIl Kinds 

Avoca Mfg. Co., Avoca, N. Y. 

R. B. Hayward Co., Chicago, Ill. 

Lew's Machine Co., Cleveland, O. 
REEL AND TENSION STAND— 


Sleeper & Hartley, Inc., Worcester, Mass. 


REEL CRUTCHES 
R. B. Hayward Co., Chicago, IIl. 
Watson Machine Co., Paterson, N. J. 
ROLLING MILLS—See Machinery— 
Rolling Mill 
ROLLS— 


Lewis F’dry & Machine Co., Pittsburgh, Pa. 
United Eng. & Fdry. Co., Pittsburgh, Pa. 


RUST PROOF COMPOUND 

American Lanolin Co., Lawrence, Mass. 
SOAPS—Wire Drawing 

Drakenfeld & Co., B. F., New York, N. Y. 


R. H. Miller Co., Homer, N. Y. 
Robertson Co., J. T., Inc., Syracuse, N. Y. 


STRIP—Zince 

Platt Bros. & Co., The, Waterbury, Conn, 
TANKS—Compound 

Watson Machine Co., Paterson, N. J. 
TRUCKS 

Morgan Construction Co., Worcester, Mass. 

Vaughn Machinery Co., Cuyahoga Falls, O. 


TUBE BENDERS AND FORMERS 
H. J. Ruesch Machine Co., Newark, N. J. 
VULCANIZERS 
John Royle & Sons, Paterson, N. J. 
Watson Machine Co., Paterson, N. J. 
VULCANIZING PANS 
American Insulating Mach’y Co., Phila., Pa. 


WIRE—Enameled For Coils 
Winsted Insulated Wire Co., Winsted, Conn. 


WIRE—Manufacturers 
Keystone Steel & Wire Co., Peoria, Ill. 
WIRE—Nickel Silver and Phosphor 
Bronze 
Seymour Mfg. Co., Seymour, Conn. 


WIRE—Non Ferrous to Specification 
Seymour Mfg. Co., Seymour, Conn. 
WIRE—Steel—Also Coppered Steel— 


Also Galvanized Steel 
Keystone Steel & Wire Co., Peoria, IIl. 


WIRE AND STRIP—Zinc 
Platt Bros. & Co., The, Waterbury, Conn. 





This is a carefully classified index of concerns who specialize in this industry and who advertise regularly in WIRE 
& WIRE PRODUCTS. Please mention WIRE when writing to these firms. 
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The Watson Machine Gompany 


ESTABLISHED 1845 


Paterson, New Jersey, U. S. A. 


Enoineers . Founders - Machinists 
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SET OF FIVE MACHINES : 
BUNCHING FINE SOFT STEEL WIRES 
ILLUSTRATES:— 
}. SMALL FLOOR AREA REQUIRED 
2. LIMITED MOVEMENT REQUIRED 

















A modern high capacity installation of five WATSON 
BUNCHERS V7 for fine wire bunching, for single 
operator is shown above. 


At 1’ lay 42,000 feet of strand is produced hourly. 


Small floor area, and automatic electric stops enable 
single operator to take care of eight machines with ease. 


Send for latest bulletin and prices. 




















Fully motor operated crane handling alloy steel for 
furnaces and quench in rest. 


Two more car type furnaces for normalizing and 
annealing alloy steel. 


T. positively duplicate established time-temperature 
cycles---and to provide the high degree of accuracy nec- 
iia essary in treating alloy steel are but two functions of the 
Rectangular pit type furnace annealing alloy numerous installations we have made in prominent alloy 
pied So Sates. steel plants throughout the country---a few are shown at 


left. 


The ability to design and build successful heating and 
material handling equipment, so arranged as to produce 
the desired results with the minimum of labor and expense, 
is the result of wide experience and the careful atten- 


tion given, to each customer's particular needs. 


Annealing alloy wire in coils without scale or 
decarburizaticn. types of furnaces for treating alloy steel 


Printed matter showing these and other 


and various other products gladly sent on 


request. 


Put your heat treating problems up to our 
EXPERIENCED engineers. We will de- 
sign and build equipment to fit your partic- 


ular requirements. 


THE ELECTRIC FURNACE CO. 


by VG Wee) ites 
Electric and No Job Too Large 


a Fuel Fired Furnaces. or Too Unusual. 
Spheroidize annealing alloy rods up to 27 ft. long. 


























